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Design of measurement system of powder flow in laser remanufacturing technology

ZHANG Yi,YAO Jian-hua ,HU Xiao-dong ,CHEN Zhi-jun
( MOE Key Laboratory of Mechanical Manufacture and Automation,Zhejiang University of Technology , Hangzhou 310014, China)

Abstract; In order to measure the powder flow,a measurement system of powder flow in laser remanufacturing technology
was designed. The variance of the powder flow was detected with a capacitance sensor and with 2Cr13 and H13 metal powder as
transmission medium , experiments were carried out. The resulis show that a smaller solution can be obtained if the change of
powder density is larger than 10 "' g/min with H13 metal powder as medium. The system can be used to measure powder flow.
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Fig.1 Capacitance based system for powder concentration measurement
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Fig.2 Capacitance electrode
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Fig.4 The output chart when the powder deliver velocily is Og/min

Fig.5 The output chart when the powder deliver velocity is 48. 5g/min
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Fig.6 Powder flow measurement system
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Fig. 7 The relation of duty cycle and powder deliver velocity
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