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Abstract
Three types of scanning strategies, including the chessboard scanning strategy, the zigzag
scanning strategy and the remelting scanning strategy, were conducted to study the effects of
scanning strategies on surface morphology, microstructure, mechanical properties and the grain
orientation of selective laser melted pure tungsten. The results showed that the pores and cracks
were main defects in SLM-processed tungsten parts. The pores could be eliminated using the
remelting scanning strategy. However, the cracks seemed to be inevitable regardless of the
applied scanning strategies. The microstructures of SLM-processed tungsten were columnar
grains and showed strong epitaxial growth along the building direction. A compressive strength
of 923MPa with an elongation of 7.7% was obtained when the zigzag scanning strategy was
applied, which was the highest among the three scanning strategies. By changing the scanning
strategies, the texture of SLM-processed tungsten in the direction of processing could be
changed.

Keywords: scanning strategy, selective laser melting, pure tungsten, microstructure, compressive
strength, texture
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1. Introduction

With the development of the industry technology, the pro-
blem of energy is getting more and more attention. Nowa-
days, the nuclear fusion energy becomes more and more
popular for its green, low carbon and sustainable development
[1, 2]. However, the critical challenge that hinders the
development of nuclear fusion energy is the plasma facing
materials (PFMs) [3]. The harsh service environment such as
high temperature and radiation environment brings higher
requirement for materials. As the metal with the highest

melting point on earth, tungsten (W) is outstanding due to its
high melting point, excellent heat conductivity, high sput-
tering threshold and low tritium retention [4]. Consequently,
tungsten is regarded as a promising candidate material for
PFMs that can withstand the extreme service environments
[5, 6]. However, as a typical brittle material, tungsten has
nearly no ductility at room temperature, which limits its
applications as structural material [7, 8]. Due to its high
hardness and big brittleness, tungsten is very difficult to be
machined into components. Traditionally, tungsten is pro-
duced by powder metallurgy, spark plasma sintering and
powder injection molding [9–11]. However, these methods
share a common shortcoming that they fail to fabricate
complex parts due to the limitation of processing conditions.

Since the appearance of additive manufacturing tech-
nology (AM), tremendous changes have taken place in
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manufacturing. Now, special structures at the micro and
nanoscale can be manufactured [12]. As a relatively new AM
technology, selective laser melting was successfully used to
manufacture metals parts. Up to now, metal materials such as
aluminum alloys, titanium alloys, nickel base superalloys and
stainless steels have been maturely fabricated by SLM
[13–21]. Some structural components with complex geome-
trical shapes manufactured by SLM have been widely applied
in aerospace engineering and bioengineering. These cases
demonstrate that selective laser melting is a promising AM
technology. During SLM, a laser beam with high energy
selectively melts the metal powder in a protective gas
atmosphere. The laser beam moves according to the 2D pat-
terns sliced on a 3D model. In the SLM process, the molten
metal rapidly solidifies and forms continuous molten pools.
As the molten pools move, a single layer is shaped. Through
overlapping layer by layer, the 3D component is ultimately
formed. As calculated by Wang et al [22], a highest temp-
erature of 7300 K could be obtained by adjusting the pro-
cessing parameters. In this situation, even the refractory
metals such as tungsten (W), tantalum (Ta) and molybdenum
(Mo) can be completely melt by a high-energy laser beam
[23–27]. However, the SLM process involves a series of
complex physical and chemical phenomena such as the
absorption and reflection of laser energy, heat conduction,
phase transition and melt flow. These complex phenomena
occur along with the rapid meting and solidification pro-
cesses. For tungsten, high melting point (3420 °C) will need
high energy input to achieve complete melting. High surface
tension and high viscosity can facilitate the balling phenom-
enon. Moreover, high ductile-to-brittle transition temperature
(DBTT) can result in the formation of cracks during rapid
cooling in the SLM process. Therefore, selective laser melting
of pure tungsten has always been a challenge. Previous
research on SLM-processed pure tungsten demonstrated that
the densification behavior could be regulated by matching the
processing parameters reasonably [28, 29]. However, the
cracks seemed to be inevitable in SLM-processed pure
tungsten. The previous works mainly focus on the effect of
processing parameters such as laser power, scanning speed,
layer thickness and hatch spacing. However, the effects of
scanning strategy are still unknown. As a vital processing
parameter in SLM, scanning strategy has a significant impact
on the formation of grain structure and crystallographic tex-
ture. The essential characteristics of overlapping layer-by-
layer and high thermal gradient in the SLM process are easy
to result in preferential growth of crystals, while the laser
scanning strategy can significantly influence the heat transfer
and lead to different microstructural evolution. Thus, select-
ing an appropriate scanning strategy can facilitate the for-
mation of homogeneous microstructure and enhance
mechanical properties. Recently, extensive studies have been
conducted to understand the effects of different scanning
strategies. Among these alloys, nickel-based alloys, 316L
stainless steel and aluminum alloys are the most studied
[30–33]. Geiger et al demonstrated that using a specific
scanning strategy could tailor the texture of SLM-processed
IN738LC alloy and obtained microstructures with elastic

anisotropy [34]. Yazza et al reported that laser remelting
could improve the surface quality and enhance the densifi-
cation level of SLM-processed 316L stainless steel parts [35].
The laser remelting scanning strategy has the ability of
eliminating the surface contaminants and form good metal-
lurgical bonding. Dai et al also verified that the laser
remelting was an efficient method to eliminate the residual
pores and promote the formation of high densification in
SLM-processed AlSi12 [36]. For SLM-processed tungsten,
the researches on scanning strategies were rarely reported.
Zhou et al studied the effect of multiple laser scanning
including no remelting, one additional scan for remelting and
two additional scans for remelting [37]. He found that the
balling phenomenon was weakened and the solidified surface
became smoother using the remelting scanning strategy.
Wang et al utilized three types of scanning strategies
including no rotation without remelting, rotation without
remelting and rotation with remelting [22]. He pointed out
that the pattern of longitudinal cracks could be changed by
scanning rotation. However, the cracks were unable to be
suppressed regardless of the scanning strategy. In view of the
previous works, no unified scanning strategy has been
adopted that can be applicable for tungsten due to the char-
acter of the material itself.

In this work, pure tungsten was fabricated by SLM using
three types of scanning strategies. The laser scanning strate-
gies were chessboard scanning strategy (the so-called island
scanning strategy), zigzag scanning strategy and remelting
scanning strategy, respectively. The effects of scanning stra-
tegies on the surface morphology, microstructure and com-
pressive properties were investigated in detail. The
crystallographic texture and formation mechanism of grain
structures along the build direction were discussed. This work
provides a guidance for the selection of scanning strategy for
selective laser melting of tungsten parts.

2. Materials and methods

2.1. Material preparation

Bulk tungsten parts were fabricated by SLM using the com-
mercial and spherical tungsten powder. The range of the
powder particles is from 5 to 25 μm (figure 1(a)). The SLM
equipment is consisted of a YLR-500 with a spot size of
70 μm, an automatic powder spreading device, a process
control system and an inert argon gas protection system. The
schematic diagram of SLM process is shown in figure 1(b).
The chessboard scanning strategy, zigzag scanning strategy
and remelting scanning strategy were applied to fabricate pure
tungsten, respectively (figure 2). The island in chessboard
scanning strategy had a dimension of 5 mm × 5 mm. To
reduce the residual stress, rotating 67° was applied between
each layer. Rotating layer by layer could minimize the
stacking overlap and rotating the thermal gradient as diverse
as possible, further reducing the residual stress. Rotation of
67° was also applied by Wang et al [38] and Braun et al
[39]. The laser power, scanning speed, layer thickness and
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hatch spacing were 300W, 300 mm s−1, 20 μm and 50 μm,
respectively, which was optimized in our previous works
[40]. The processing parameters were the same for three types
of scanning strategies. The dimensions of the cuboid samples
were 10 mm×10 mm×5 mm. The cylindrical compressive
testing parts having a diameter of 8 mm, a length of 10 mm,
and a length to diameter of 1.25, as proposed by GB/T 7314-
2017, were constructed.

2.2. Material characterization and mechanical tests

After the SLM process, the specimens were cut parallel to the
steel substrate. The samples were ground and polished
according to the standard metallographic testing procedures.
The microstructures of front views and top views of indivi-
dual parts were characterized using a MDS400 optical

microscopy (Chongqing Optec Instrument Co., Ltd, China).
For the better observations of microstructure, the polished
surface was etched by a solution composing HF (10 ml),
HNO3 (30 ml) and distilled water (70 ml) for 25 s. The
morphologies of top view and fracture surface morphologies
were detected by a FEI Quanta 200 scanning electron
microscope (SEM). For the analysis of the crystallographic
texture, an electron backscatter diffraction (EBSD) mounted
on a NANO SEM 430 (FEI, Hillsboro, Oregon) was
employed. The step size taken for the EBSD analysis was
1.1 μm. In the band contrast (BC) maps, a misorientation of
grain boundaries exceeding 15° was in black and grain
boundaries with misorientation less than 15° were in red. An
HXS-1000AY microhardness tester (AMETEK, Shanghai,
China) was employed to measure the Vickers hardness. The

Figure 1. (a) SEM image of pure tungsten powder in this work, (b) schematic diagram of the SLM process.

Figure 2. The applied scanning strategies in this work: (a) chessboard scanning strategy, (b) zigzag scanning strategy, (c) remelting scanning
strategy.
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load and dwell time were 0.3 kg and 15 s, respectively. For
each sample, the microhardness of front view and side view
was measured. A CMT5205 testing machine (MTS Industrial
Systems, China) was used for compressive tests at the room
temperature.

3. Results and discussion

3.1. Surface morphology after solidification

Due to the nature of metallurgical bonding between layer and
layer of SLM, the forming quality of each layer has an
important impact on the subsequent forming process. More-
over, the laser scanning strategy directly influences the
forming quality of single layer. Therefore, obtaining a single
layer of high quality is very vital. Figure 3 shows the SEM
images of surface morphologies of SLM-processed tungsten
on the top view using different scanning strategies. It was
obvious that long cracks run across the scanning tracks when
the chessboard scanning strategy was applied. The surface
was uneven with fragments and the balling phenomenon was
significant, as shown in figure 3(a). As the zigzag scanning
strategy was used, the surface was flat with reduced cracks
and the fragments were eliminated (figure 3(b)). However, the
balling phenomenon was remained. When the remelting
scanning strategy was employed, the surface was even with

clear scanning tracks and reduced cracks, the balling
phenomenon was weakened vastly (figure 3(c)).

In order to reveal the effects of scanning strategies on the
surface morphology in details, the surfaces of top view and
front view of SLM-processed tungsten were polished.
Figure 4 depicts the polished surface of top view and front
view. As shown in figure 4(a), when a chessboard scanning
strategy was used, residual pores and mass cracks with a
reticulate shape were observed on the surface of the top view.
While on the surface of the front view, long cracks parallel to
the building direction and large residual pores were viewed.
Moreover, it could be observed that the cracks went through
the pores (figure 4(d)). As the scanning strategy changed to
zigzag scanning strategy, both the surfaces of top view and
front view presented a great difference, as depicted in
figures 4(b) and (e). It was obvious that the cracks were
reduced with discontinuity and the pores were decreased from
the top view (figure 4(b)). From the front view, it could be
seen that the long cracks changed to the short cracks along the
building direction and the residual pores was reduced
(figure 4(e)). While the scanning strategy was the remelting
scanning strategy, the surface of the top view was free of
pores and only the tiny cracks could be seen (figure 4(c)).
Similarly, the cracks on the surface of the front view were
reduced and the pores were eliminated (figure 4(f)).

It is known to all that defects formation are a critical issue
in the SLM process [41]. The common defects are pores,

Figure 3. SEM images showing the surface morphologies of SLM-processed tungsten parts at different scanning strategies on the top view:
(a) chessboard scanning strategy, (b) zigzag scanning strategy, (c) remelting scanning strategy.
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cracks, impurities and distortion, etc These defects are detri-
mental to the mechanical properties of final fabricated parts.
For SLM-processed tungsten parts, cracks and pores are the
primary defects. Several reasons can account for the forma-
tion of pores. Firstly, due to the high melting point of tungsten
(∼3420 °C), the laser energy density may be insufficient to
melt the powder particles completely. Moreover, the laser
absorptivity of tungsten is limited, indicating that the powder
particles are unable to absorb the total energy. Therefore, the
unmelted particles can cause the formation of pores. Sec-
ondly, tungsten has the high surface tension and viscosity

compared to other metal materials, which can cause worse
balling phenomenon [42–44]. As demonstrated by Zhou et al,
the solidification time of tungsten is only half of the spreading
time regardless of the ambient temperature [37]. In this case,
the balling tendency of tungsten can be large and resultant
pores. Thirdly, high energy input can cause intense Mar-
angoni flow in the molten pool, aggravating elements eva-
poration and resultant gas pores. It is widely believed that
cracks are prone to generate due to the nature of fast solidi-
fication and rapid cooling [52]. However, high DBTT is an
inherent characteristic for tungsten. During the SLM process,

Figure 4. OM images showing the polished surface morphologies of SLM-processed tungsten parts at different scanning strategies on the top
view and the front view: (a), (d) chessboard scanning strategy, (b), (e) zigzag scanning strategy, (c), (f) remelting scanning strategy.
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the materials inevitably encounter the brittle temperature
range when solidifying. Meanwhile, the shrinkage will hap-
pen during the solidification process. Under the joint effects
of brittleness and shrinkage, cracks in SLM-processed tung-
sten are unavoidable. Compared three types of scanning
strategies, it can be found that pores and cracks are prone to
form when using the chessboard and zigzag scanning strat-
egy. Generally, the single layer is divided into several small
islands when applied a chessboard scanning strategy, the laser
beam randomly selects small islands and melts the powder
particles in the region. Due to the randomness of selection, the
chessboard scanning strategy can lead to the discontinuous
energy transfer during SLM process, causing the non-uniform
energy distribution between island and island. Due to the non-
uniform energy distribution, the temperature at the edge of the
island is far below the internal region. During the cooling
process, the shrinkage of the inside region is more serious
than the edge. Therefore, the cracks are easy to generate in the
inside region and finally form a reticular shape, as shown in
figure 4(a). Meanwhile, the non-uniform shrinkage can
accumulate between layer and layer, resulting in the long
cracks parallel to the building direction (figure 4(d)). For the
zigzag scanning strategy, the continuous laser-scanning mode
can bring continuous heat transfer. Although the shrinkage
during solidification is evitable, the cracks on the surfaces of
the top view (figure 4(b)) and the front view (figure 4(e)) can
be reduced due to the continuous scanning mode. As the laser
remelting scanning strategy is applied, the defects are sup-
pressed significantly. For the laser remelting scanning strat-
egy, the single layer is melted two times. In this process, the
previous unmelted powder particles can be melted completely
and the pores can be eliminated, which is beneficial to the
SLM process. Moreover, the laser remelting is equivalent to
preheat the as-built layer, which can reduce the residual stress.
Therefore, the cracks on the top view (figure 4(c)) and front
view (figure 4(f)) are decreased.

3.2. Microstructure and mechanical properties

The scanning strategy plays a great role in determining the
growth morphology of crystals. The morphology of crystals
has an important effect on mechanical properties in turn.
Figure 5 depicts the microstructures of three scanning stra-
tegies from the top view and the front view. It was obvious
that the grain boundaries and defects could be distinguished
clearly after etched. As shown in figure 5(a), the micro-
structure of SLM-processed tungsten was equiaxial columnar
grains and divided into several regions by the cracks from the
top view when using a chessboard scanning strategy. Besides,
the residual pores and cracks were observed on the top view.
From the front view, it was apparent that the columnar grains
were parallel to the building direction (figure 5(d)). Moreover,
the long cracks along the grain boundaries could be clearly
distinguished. As the zigzag scanning strategy was used, the
grains of the top view grew along the scanning direction with
an equiaxial shape, presenting a consistent orientation
(figure 5(b)). While the microstructures of the front view were
columnar grains with a slender shape (figure 5(e)). The cracks

were reduced on both the top view and the front view. When
the laser remelting scanning strategy was applied, it could be
seen that both the microstructures of the top view and the
front view were coarsened, as shown in figures 5(c) and (f).
However, the cracks were reduced vastly. According to the
classical solidification theory, the formation of columnar
grain is mainly influenced by the direction of decreasing
temperature [53]. During the SLM process, the direction of
cooling tends to be perpendicular to the molten pool bound-
ary, as shown in figure 6(a). The columnar grains grow along
the direction of cooling in the molten pool. As the SLM
process continues, the cooling direction gradually changes
and is perpendicular to the as-built layer, as can be seen in
figure 6(b). Due to the layer-wise feature of SLM, the
microstructures gradually grow into coarse columnar regions
with strong anisotropy (figure 6(c)), which is detrimental to
the mechanical properties of SLM-processed tungsten parts.

Figure 7 shows the microhardness of SLM-processed
tungsten parts under different scanning strategies. Both the
microhardness of the top view and the front view was mea-
sured, respectively. The microhardness measured form the top
view under different scanning strategies was shown in
figure 7(a). The maximum microhardness of 490 HV was
obtained when the zigzag scanning strategy was used. The
microhardness of the chessboard scanning strategy and
remelting scanning strategy was 474 HV and 439 HV,
respectively. From the front view (figure 7(b)), it was clearly
viewed that the maximum microhardness of 447 HV was
obtained under the zigzag scanning strategy. While the
minimum microhardness was 426 HV when the remelting
scanning strategy was applied. The obtained microhardness of
the chessboard scanning strategy was 432 HV. Compared the
microhardness under three different scanning strategies, it
could be concluded that the microhardness under the
remelting scanning strategy was the lowest. However, the
microhardness under the chessboard and zigzag scanning
strategy had little difference. The reason for the low micro-
hardness was the coarse microstructure caused by serious heat
accumulation. Although the defects such as pores and cracks
were reduced using a remelting scanning strategy, the
microstructure was coarse, which was detrimental to the
mechanical properties. Moreover, the microhardness of
the top view and the front view was different regardless of the
applied scanning strategies, which was owing to the aniso-
tropy of columnar grains.

Figure 8 is the compressive stress–strain curves of SLM-
processed tungsten parts at different scanning strategies. The
direction of compressive load was parallel to the building
direction. It was apparent that a compressive strength of
923MPa and an elongation of 7.7% were obtained when the
zigzag scanning strategy was applied, which was the highest
among the three scanning strategies. However, the compres-
sive strength and elongation of the remelting scanning strat-
egy showed the lowest values of 755MPa and 6%,
respectively. While the obtained compressive strength and
elongation were 902MPa and 6.4% under the chessboard
scanning strategy. Furthermore, table 1 shows the mechanical
performances of pure W processed by different manufacturing
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methods. It was obvious that the SLM-processed tungsten
parts using zigzag scanning strategy demonstrated an excel-
lent performance both in compressive strength and micro-
hardness, indicating that SLM was an available method to
fabricate tungsten.

In order to reveal the fracture mechanisms under different
scanning strategies, the fracture morphologies were depicted
in figure 9. When the chessboard scanning strategy was
applied, the fracture surface was uneven with apparent pores
and cracks, as shown in figure 9(a). The cleavage steps could
be seen clearly at high magnifications (figure 9(d)), which
was the typical feature of brittle fracture. As the scanning

strategy changed to zigzag scanning strategy, the fracture
morphology showed a certain direction along the scanning
direction, as shown in figure 9(b). Moreover, the reduced
pores and cracks were observed on the uneven fracture. At
high magnifications, the cleavage steps were obvious
(figure 9(e)). When the strategy was remelting scanning
strategy, the flat fracture was observed with cracks
(figure 9(c)). High magnifications of fracture morphology
showed that the fracture was smooth with clear cleavage
facets (figure 9(f)).

Based on the observations of fracture morphologies, it
could be concluded that the fracture of SLM-processed

Figure 5. OM images showing the microstructures of SLM-processed tungsten parts at different scanning strategies on the top view and the
front view: (a), (d) chessboard scanning strategy, (b), (e) zigzag scanning strategy, (c), (f) remelting scanning strategy. SD represents the
scanning direction.
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tungsten parts demonstrated typical characteristic of brittle
fracture with few plastic deformations [49]. It is generally
acknowledged that the mechanical properties of materials are
determined by the microstructures. The defects of pores and
cracks were account for the early failure when the chessboard
and zigzag scanning strategies were used. For the chessboard
scanning strategy, when the compressive load was applied,
the breakage was driven from the reticular cracks and gra-
dually propagated along the long cracks on the front view.
Finally, the uneven fracture morphology divided by the reti-
cular cracks was formed, as shown in figure 9(a). As the
zigzag scanning strategy was employed, the sequential laser-
scanning path can induce the formation of microstructures
having the same growth orientation. The microstructures
owning this characteristic would fracture along the scanning
direction when forced by a compressive load. As a result, the
uneven fracture with a certain direction was formed, which
was depicted in figure 9(b). When the remelting scanning
strategy was applied, the obtained microstructures were
coarse. According to the Hall–Petch equation [50]:

s s= + -k d , 1y y0
1
2 ( )

where sy represents the yield stress of materials, s0 is the
friction resistance of a lattice when moving a single disloca-
tion, ky is a constant related to the type of material and grain
size, and d represents the average grain diameter. This
formula demonstrated that the strength of materials has a
negative correlation with the grain size. Although the defects
of SLM-processed tungsten parts at the remelting scanning

strategy were the least among three scanning strategies. The
grain size of microstructures under the remelting scanning
strategy was the largest. As a result, the compressive strength
was the lowest. Moreover, due to the decreased number of
grain boundaries resulted by the grain coarsening, the fracture
was flat and the feature of cleavage steps were not obvious, as
shown in figures 9(c) and (f).

3.3. EBSD analysis of SLM-processed tungsten parts

It is known to all that the properties of the material are
determined by its microstructures. Therefore, to further reveal
the reasons of variation in compressive strength caused by the
microstructural difference. The microstructures of SLM-pro-
cessed tungsten parts were detected by EBSD. For better
comparison, the zigzag scanning strategy with the highest
compressive strength and the remelting scanning strategy
having the lowest compressive strength were studied.
Figure 10 presents the EBSD orientation maps of the zigzag
scanning strategy and the remelting scanning strategy along
the build direction. The detection regions were selected from
the front view of the as-fabricated samples. For the zigzag
scanning strategy, the columnar grain bands composed of
many slender columnar crystals could be clearly dis-
tinguished, as shown in figure 10(a). The grain size of the
columnar grains was about 30 μm. Moreover, the columnar
grain bands were parallel to the building direction, which
indicated that the columnar grains presented a strong epitaxial
growth along the building direction. However, as the
remelting scanning strategy was applied, the growth direction

Figure 6. Schematic illustrations of the formation mechanism of columnar crystals of SLM-processed pure tungsten, (a) the growth
orientation of columnar crystals in a single molten pool, (b) the growth pattern of columnar crystals between layers, (c) the grain structures of
SLM-processed pure tungsten on the front view.
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of columnar grains was deviated from the building direction,
as shown in figure 10(b). Besides, the grains grew obviously
with a grain size of 45 μm. Figure 11 depicts the pole figure
(PF) and inverse pole figure maps of SLM-processed tungsten

parts at the zigzag scanning strategy and the remelting scan-
ning strategy. The results were measured from the front view
along the building direction. The PF maps quantified that the
texture intensities for the three crystallographic direction
families were 〈001〉, 〈101〉 and 〈111〉. For the zigzag scan-
ning strategy, a strong 〈001〉 texture along the transverse
direction (TD) was observed (figure 11(a)). However, as the
scanning strategy changed to the remelting scanning strategy,
a strong texture of 〈111〉 was viewed along the TD, as shown
in figure 11(b). The microstructure of SLM-processed tung-
sten by the remelting scanning strategy showed a stronger
anisotropy with a maximum intensity of 11.54. It could be
found that there was nearly no strong texture along the BD. It
is known to all that the crystallographic texture has a sig-
nificant effect on the mechanical properties of materials. The
existence of texture makes the properties of materials show
anisotropy. For bcc metals, it is generally reported that a
preferred 〈100〉 growth direction during solidification and a
〈001〉 fiber texture parallel to the building direction are prone
to form when produced by powder bed AM [51, 54]. How-
ever, the SLM-processed tungsten parts in this work pre-
sented a different texture due to the various applied scanning
strategies. Moreover, the growth direction of the columnar
grains was changed when the applied scanning strategy was
changed from the zigzag scanning strategy to the remelting
scanning strategy. Due to the deviation of growth direction of
columnar grains caused by the remelting scanning strategy, a
shear stress would be generated when the compressive load
was applied, resulting in the decrease in compressive strength.

4. Conclusions

In this work, three types of scanning strategies including the
chessboard scanning strategy, the zigzag scanning strategy and
the remelting scanning strategy were adopted to produce the
pure tungsten samples by SLM. The effects of scanning strate-
gies on the surface morphology of solidification, microstructure,
mechanical properties and crystallographic texture were inves-
tigated in detail. The main conclusions are as follows.

(1) The scanning strategies had a great influence on the
surface morphology of SLM-processed tungsten parts.
The defects such as pores and cracks were prone to
generate when applying the chessboard scanning
strategy or the zigzag scanning strategy. The remelting

Figure 7. The microhardess of SLM-processed tungsten parts at
different scanning strategies on the top view (a) and the front
view (b).

Figure 8. Compressive stress–strain curves for SLM-processed pure
tungsten samples at different scanning strategies.

Table 1. Comparison of mechanical performance of pure W by
different processing methods.

Processing
methods

Compressive
strength (MPa) Microhardness (HV)

SLM 923 490
PM [11, 45] 1000–1200 445
SPS [46, 47] 980 302
CVD [48] 780 419
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scanning strategy could eliminate the pores and reduce
the cracks, which was recommended to produce
components with good surface quality and less defects.

(2) The microstructure of SLM-processed tungsten parts
was columnar grain regardless of the applied scanning
strategies. The formation of the columnar grains was
due to the heat transfer direction during SLM process.
The columnar grains of SLM-processed tungsten parts
showed anisotropy in microhardness.

(3) The scanning strategies had a significant impact on the
compressive strength of SLM-processed tungsten parts.
Although the cracks were inevitable, the compressive
strength obtained under the chessboard scanning

strategy and the zigzag scanning strategy was higher
than the remelting scanning strategy. For the acquisition
of good performance, the zigzag scanning strategy was
preferential.

(4) The microstructure determined the properties of materi-
als in a large part. The microstructure under the zigzag
scanning strategy had more grain boundaries than the
remelting scanning strategy, which was an important
reason accounting for the high compressive strength. As
the scanning strategy changed from the zigzag scanning
strategy to the remelting scanning strategy, the crystal-
lographic orientation changed from 〈001〉 to 〈111〉
along the TD.

Figure 9. SEM images showing the fracture morphologies of SLM-processed tungsten parts at different scanning strategies: (a), (d)
chessboard scanning strategy, (b), (e) zigzag scanning strategy, (c), (f) remelting scanning strategy.
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Figure 10. EBSD orientation maps from the front view of (a) zigzag scanning strategy, (b) remelting scanning strategy.

Figure 11. Pole figure (PF) and inverse pole figure (IPF) maps measured from the front view of as-fabricated samples at (a) zigzag scanning
strategy and (b) remelting scanning strategy. ND, TD and BD represent normal direction (x), transverse direction (y) and building direction
(z), respectively.
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