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(54) SELECTIVE POWDER DOSING FOR AN ADDITIVELY MANUFACTURING SYSTEM

(57) An additive manufacturing system (20) can in-
clude a powder dispenser (30; 30A), a gate (40) adjacent
to the powder dispenser (30; 30A), a recoater blade sys-
tem (26), and a control (34) operable to move the gate

(40) with respect to the powder dispenser (30; 30A) to
selectively dispense powder (A, B) from the powder dis-
penser (30; 30A).



EP 3 332 895 A1

2

5

10

15

20

25

30

35

40

45

50

55

Description

BACKGROUND

[0001] The present disclosure relates generally to a
method and apparatus for additive manufacturing, and
more particularly to selective powder dosing.
[0002] Additive manufacturing systems provide for the
growth of a three-dimensional component by projecting
a laser beam onto a powder bed in numerous slices, each
slice defining a cross section of the component. The ad-
ditive manufacturing process sequentially builds-up lay-
ers of atomized alloy powder material and/or ceramic
powder material. Although effective, there are a relatively
limited number of systems and methods to selectively
dispense the powder. These methods may be wasteful,
difficult to control, and/or specific to the particular equip-
ment manufacturer.

SUMMARY

[0003] An additive manufacturing system according to
one disclosed non-limiting embodiment of the present
disclosure can include a powder dispenser; a gate adja-
cent to the powder dispenser; and a control operable to
move the gate with respect to the powder dispenser to
selectively dispense powder from the powder dispenser
through the gate.
[0004] In a further embodiment of the present disclo-
sure, the control is operable to adjust a position of the
gate to selectively dispense powder from the powder dis-
penser with respect to a movement direction of a recoater
blade.
[0005] In a further embodiment of the present disclo-
sure, the control is operable to adjust a position of the
gate to selectively dispense one of a multiple of powders
from the powder dispenser with respect to a movement
direction of a recoater blade.
[0006] In a further embodiment of the present disclo-
sure, the gate slides with respect to the powder dispens-
er.
[0007] A further embodiment of the present disclosure
may include that the gate rotates with respect to the pow-
der dispenser.
[0008] A further embodiment of the present disclosure
may include that the gate rotates around the powder dis-
penser as a continuous loop.
[0009] A further embodiment of the present disclosure
may include at least one aperture of a particular size.
[0010] A further embodiment of the present disclosure
may include at least one aperture of a particular shape.
[0011] A further embodiment of the present disclosure
may include a multiple of identical apertures that form a
pattern.
[0012] A further embodiment of the present disclosure
may include a multiple of different aperture shapes and
patterns.
[0013] In a further embodiment of the present disclo-

sure, the control is operable to adjust a position of the
gate perpendicular to a movement direction of the re-
coater blade.
[0014] In a further embodiment of the present disclo-
sure, the control is operable to adjust a position of the
gate to select one of a multiple of apertures.
[0015] A method of additive manufacturing according
to one disclosed non-limiting embodiment of the present
disclosure can include moving a gate with respect to a
powder dispenser to selectively dispense powder from
the powder dispenser through the gate, the gate movable
relative to movement of a recoater blade.
[0016] A further embodiment of the present disclosure
may include sliding a control strip.
[0017] A further embodiment of the present disclosure
may include rotating a control strip formed as a continu-
ous loop.
[0018] A further embodiment of the present disclosure
may include selecting one of a multiple of apertures.
[0019] A method of additive manufacturing according
to one disclosed non-limiting embodiment of the present
disclosure can include moving a gate to selectively dis-
pense one of a multiple of powders from a multi-powder
dispenser, the gate movable with respect to a movement
direction of a recoater blade.
[0020] A further embodiment of the present disclosure
may include sliding a control strip.
[0021] A further embodiment of the present disclosure
may include rotating a control strip formed in a continuous
loop.
[0022] A further embodiment of the present disclosure
may include selecting one of a multiple of apertures.
[0023] The foregoing features and elements may be
combined in various combinations without exclusivity,
unless expressly indicated otherwise. These features
and elements as well as the operation thereof will become
more apparent in light of the following description and
the accompanying drawings. It should be understood,
however, the following description and drawings are in-
tended to be exemplary in nature and non-limiting.

BRIEF DESCRIPTION OF THE DRAWINGS

[0024] Various features will become apparent to those
skilled in the art from the following detailed description
of the disclosed non-limiting embodiments. The drawings
that accompany the detailed description can be briefly
described as follows:

Figure 1 is a general schematic view of an additive
manufacturing system;
Figure 2 is a general schematic view of a gate ac-
cording to one disclosed non-limiting embodiment;
Figure 3 is a general schematic view of a gate ac-
cording to one disclosed non-limiting embodiment;
Figure 4 is a general schematic view of a gate ac-
cording to one disclosed non-limiting embodiment;
Figure 5 is a general schematic view of a gate ac-
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cording to one disclosed non-limiting embodiment;
Figure 6 is a general schematic view of a multi-pow-
der dispenser according to one disclosed non-limit-
ing embodiment;
Figure 7 is a general schematic view of a gate ac-
cording to one disclosed non-limiting embodiment;
Figure 8 is a general schematic view of an additive
manufacturing system; with a gate according to one
disclosed non-limiting embodiment
Figure 9 is a general schematic view of an additive
manufacturing system; with a gate according to one
disclosed non-limiting embodiment
Figure 10 is a schematic top view of a gate in a first
position;
Figure 11 is a schematic top view of a gate in a sec-
ond position;
Figure 12 is a schematic top view of a gate in a third
position;
Figure 13 is a schematic view of a control system;
and
Figure 14 is block diagram for operation of the addi-
tive manufacturing system.

DETAILED DESCRIPTION

[0025] Figure 1 schematically illustrates an additive
manufacturing system 20. The system 20 generally in-
cludes a build platform 22, a laser 24, a recoater blade
26, a scanner head 28, a dispenser 30, a powder bed 32
and a control 34 (all illustrated schematically). It should
be appreciated that various components and subsys-
tems may additionally or alternatively provided. It should
also be appreciated that as defined herein, "additive man-
ufacturing" include, but are not limited to, selective laser
melting (SLM), Direct Metal Laser Sintering (DMLS),
Powder-Bed Electron Beam Melting (EBM), Electron
Beam Free Form Fabrication (EBF3), Laser Engineered
Net Shape (LENS) and others. Although particular addi-
tive manufacturing processes are disclosed, those skilled
in the art of manufacturing will recognize that any other
suitable rapid manufacturing methods using layer-by-lay-
er construction or additive fabrication can alternatively
be used.
[0026] The additive manufacturing process sequen-
tially builds-up layers of atomized alloy and/or ceramic
powder material that may include but are not limited to,
steel alloys, stainless steel alloys, titanium alloys, nickel
alloys, aluminum alloys and others in atomized powder
material form. Nickel alloys may have specific benefit for
parts that operate in high temperature environments,
such as, for example, environments typically encoun-
tered by aerospace and gas turbine engine components.
[0027] The additive manufacturing process fabricates
or "grows" components using three-dimensional informa-
tion, for example a three-dimensional computer model.
The three-dimensional information is converted into a
plurality of slices, each slice defining a cross section of
the component for a predetermined height of the slice.

The additive manufactured component is essentially
"grown" slice-by-slice, or layer-by-layer, until finished.
Each layer has an example depth between about 0.0005
- 0.001 inches (0.0127 - 0.0254 mm). The additive man-
ufacturing process facilitates manufacture of the relative-
ly complex internal passage geometry to minimize as-
sembly details, gun-drilling, and multi-component con-
struction.
[0028] The additive manufacturing process facilitates
manufacture of relatively complex components to mini-
mize assembly details and multi-component construc-
tion. The additive manufacturing process essentially
"grows" components using three-dimensional informa-
tion, for example, a three-dimensional computer aided
design (CAD) model. The three-dimensional information
is converted into a plurality of slices, each slice defining
a cross section of the component for a predetermined
height of the slice. The additive manufactured component
is then "grown" slice-by-slice, or layer-by-layer, until fin-
ished.
[0029] The build platform 22 supports the powder bed
32, and may be closed hermetically for an inert gas which
is intended to avoid unwanted reactions of the melt bath
as formed by the laser 24. The scanner head 28 is mount-
ed along the path of travel of the laser beam to focus and
redirect the laser beam. The scanner head 28 may in-
clude mirrors driven by respective galvanometers in re-
sponse to the control 34.
[0030] The powder bed 32 is where preheating, pow-
der receipt, and sintering processes take place. The in-
ternal surface of the powder bed 32 may be manufactured
of a stainless steel, covered by thermal insulation mate-
rial, and includes an opening that allows the laser beam
to pass therethrough and to scan on the target area of
the build platform 22.
[0031] The build platform 22 may be lowered and/or
the dispenser 30 raised so that the component can be
produced in a stock of powder from the dispenser 30,
while, in each case after a layer of the components has
been produced by the laser 24, the build platform 22 is
lowered by the amount of the thickness of the layer. Al-
ternatively, the laser 24 and the recoater blade 26 are
raised with respect to the component while the build plat-
form 22 remains fixed. It should be understood that var-
ious combinations thereof may be provided to facilitate
manufacture.
[0032] The dispenser 30 is located adjacent to the build
platform 22 to dispense the powder through a gate 40.
The gate 40, in one disclosed non-limiting embodiment
includes a control strip 42 adjacent to the dispenser 30
with at least one aperture 44 therethrough (Figure 2).
[0033] The control strip 42 controls a dose of powder
from the dispenser 30 to the powder bed 32 upstream of
the recoater blade 26 or other apparatus to further prep
the powder bed 32 such as via the recoater blade 26, a
roller, or other compaction device. That is, the recoater
blade 26 moves (illustrated schematically by arrow X) to
distribute the powder dispensed through the aperture 44
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of the control strip 42.
[0034] The control strip 42 may include at least one
aperture 44 of a particular size (Figure 2), an aperture
44A of a particular shape (Figure 3), a multiple of common
apertures 44B to form a pattern (Figure 4); and/or a mul-
tiple of shaped and patterned apertures 44C (Figure 5).
Alternatively, the control strip 42 can be moved with re-
spect to a multi-powder dispenser 30A to specifically dis-
pense one of a multiple of powders, such as powder A
and B, from within the multi-powder dispenser 30A (Fig-
ure 6). Alternatively still, the control strip 42 can be moved
in a manner to form a camera-style iris type aperture 44D
for controlling the diameter and size of the opening (Fig-
ure 7). It should be appreciated that various controllable
apertures may be utilized.
[0035] In general, operation according to one dis-
closed non-limiting embodiment, the powder is dis-
pensed to the build platform 22 from the dispenser 30
through the control strip 42 then distributed by the re-
coater blade 26 in response to the control 34. The build-
up or "growth" of a component is directly in a layer-by-
layer manner. That is, a computer file of the component
is sliced into discrete layers having a certain thickness,
which cumulatively provide the three-dimensional con-
figuration of the component. Each layer includes a two-
dimensional cross-sectional contour of the component.
[0036] With reference to Figure 8, in one embodiment,
the control strip 42 may be a spring steel strip that is
stretched across the dispenser 30 and controlled to dis-
pense powder by sliding movement relative to a dispens-
er aperture 30A by a motor 50 in communication with the
control 34. In this embodiment, the control strip 42 may
slide back and forth in response to operation of the motor
50 to adjust the dispensation of the powder through the
controlled aperture 44. Alternatively, the control strip 42
may roll and un-roll to locate a particular aperture 44 or
portion of aperture 44 adjacent to the dispenser aperture
30A to control the dispensation of powder. In another
embodiment, the control strip 42 may be a spring steel
strip that is stretched across the dispenser 30 as a con-
tinuous loop (Figure 9) and is controlled by roller 60, 62
to dispense powder by rotational movement relative to a
dispenser aperture 30A by a motor 64 in communication
with the control 34.
[0037] For example, the controlled aperture 44 may be
moved to a first position at a first time (Figure 10; move-
ment illustrated schematically by arrow Y1), a second
position at a second time (Figure 11 movement illustrated
schematically by arrow Y2); a third position at a third time
(Figure 12; movement illustrated schematically by arrow
Y3), etc., relative to a direction of movement of the re-
coater blade 26 (movement illustrated schematically by
arrow X). that is, the aperture 44 may move perpendicular
to the movement to the of the recoater blade 26.
[0038] The control strip 42 of the gate 40 may be moved
by the motor 50 in response to the control 34. That is,
the gate 40 selectively dispenses the powder along the
width of the powder bed 32 to selectively place the pow-

der such that the recoater blade 26 passes along the
powder bed 32 distributing the powder. The gate 40 se-
lectively varies speed and position on the powder bed 32
to change the amount and/or depth of powder thereon.
[0039] The control 34 generally includes a control mod-
ule 80 with a processor 82, a memory 84, and an interface
86 (Figure 13). The processor 82 may be any type of
microprocessor having desired performance character-
istics. The memory 84 may include any type of computer
readable medium, which stores the data and control al-
gorithms described herein such as a controlled aperture
algorithm 88 (Figure 14). The functions of the algorithm
88 are disclosed in terms of functional block diagrams,
which represent these functions, may be enacted in ei-
ther dedicated hardware circuitry or programmed soft-
ware routines capable of execution in a microprocessor
based electronics control embodiment. Other operational
software for the processor 82 may also be stored in the
memory 84 to provide both manual and automatic Pro-
grammable Logic Controller (PLC) inputs. The interface
86 facilitates communication with other subsystems. It
should be appreciated that the control 34 may be cen-
tralized or distributed. It should also be appreciated that
various control inputs may be alternatively or additionally
provided.
[0040] With reference to Figure 14, after the controlled
aperture 44 is positioned (step 100), the rigid recoater
blade 26 is driven to sweep and spread the powder dis-
pensed (step 102). The powder may be dispensed to
correspond with, for example, a first cross-sectional re-
gion of the desired part. The control 34 controls the laser
beam to selectively scan and melt the deposited powder
within the confines of the defined boundaries of that layer
(step 104). The laser beam heats the powder so as to
melt, and the powder is joined together for that layer.
After the laser 24 has processed each layer, the gate 40
again distributes fresh material powder over the partially
grown component. The gate 40 readily facilitates dispen-
sation of the powder in a different position or in a different
manner than the prior layer.
[0041] The gate 40 provides for a potential decrease
in recoat time; less waste of powder given that the powder
is selectively placed on powder bed. The gate 40 also
provides for predictable and reliable programmable
placement of powder that permits multi-powder distribu-
tion; variable density; and the capability to selective place
powder only where needed.
[0042] The use of the terms "a," "an," "the," and similar
references in the context of the description herein (es-
pecially in the context of the following claims) are to be
construed to cover both the singular and the plural, unless
otherwise indicated herein or specifically contradicted by
context. The modifier "about" used in connection with a
quantity is inclusive of the stated value and has the mean-
ing dictated by the context (e.g., it includes the degree
of error associated with measurement of the particular
quantity). All ranges disclosed herein are inclusive of the
endpoints, and the endpoints are independently combin-
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able with each other. It should be appreciated that relative
positional terms such as "forward," "aft," "upper," "lower,"
"above," "below," and the like are with reference to the
normal operational attitude of the structural member and
should not be considered otherwise limiting.
[0043] Although the different non-limiting embodi-
ments have specific illustrated components, the embod-
iments of this invention are not limited to those particular
combinations. It is possible to use some of the compo-
nents or features from any of the non-limiting embodi-
ments in combination with features or components from
any of the other non-limiting embodiments.
[0044] It should be appreciated that like reference nu-
merals identify corresponding or similar elements
throughout the several drawings. It should also be ap-
preciated that although a particular component arrange-
ment is disclosed in the illustrated embodiment, other
arrangements will benefit herefrom.
[0045] Although particular step sequences are shown,
described, and claimed, it should be understood that the
steps of the sequences and methods described herein
may be performed in any order, separated or combined
unless otherwise indicated and will still benefit from the
present disclosure.
[0046] The foregoing description is exemplary rather
than defined by the limitations within. Various non-limiting
embodiments are disclosed herein. However, one of or-
dinary skill in the art would recognize that various mod-
ifications and variations in light of the above teachings
will fall within the scope of the appended claims. It is
therefore to be understood that within the scope of the
appended claims, the disclosure may be practiced other
than as specifically described. For that reason, the ap-
pended claims should be studied to determine true scope
and content.

Claims

1. An additive manufacturing system (20) comprising:

a powder dispenser (30; 30A);
a gate (40) adjacent to the powder dispenser
(30; 30A); and
a control (34) operable to move the gate (40)
with respect to the powder dispenser (30; 30A)
to selectively dispense powder from the powder
dispenser (30; 30A) through the gate (40).

2. The system (20) as recited in claim 1, wherein the
control (34) is operable to adjust a position of the
gate (40) to selectively dispense powder (A, B) from
the powder dispenser (30; 30A) with respect to a
movement direction of a recoater blade (26).

3. The system (20) as recited in claim 1, wherein the
control is operable to adjust a position of the gate
(40) to selectively dispense one of a multiple of pow-

ders (A, B) from the powder dispenser (30A) with
respect to a movement direction of a recoater blade
(26).

4. The system (20) as recited in claim 2 or 3, wherein
the control (34) is operable to adjust the position of
the gate (40) perpendicular to the movement direc-
tion of the recoater blade (26).

5. The system (20) as recited in any preceding claim,
wherein the gate (40) slides with respect to the pow-
der dispenser (30; 30A).

6. The system (20) as recited in any preceding claim,
wherein the gate (40) rotates with respect to the pow-
der dispenser (30, 30A), optionally wherein the gate
(40) rotates around the powder dispenser (30, 30A)
as a continuous loop.

7. The system (20) as recited in any preceding claim,
wherein the gate (40) includes at least one aperture
(44 - 44D) of a particular size and/or a particular
shape.

8. The system (20) as recited in any preceding claim,
wherein the gate (40) includes a multiple of identical
apertures (44B; 44D) that form a pattern.

9. The system (20) as recited in any of claims 1 to 7,
wherein the gate (40) includes a multiple of different
aperture shapes and patterns (44C).

10. The system (20) as recited in any preceding claim,
wherein the control (34) is operable to adjust a po-
sition of the gate (40) to select one of a multiple of
apertures (44 - 44D).

11. A method of additive manufacturing comprising mov-
ing a gate (40) with respect to a powder dispenser
(30; 30A) to selectively dispense powder (A, B) from
the powder dispenser (30; 30A) through the gate
(40), the gate (40) movable relative to movement of
a recoater blade (26).

12. A method of additive manufacturing comprising mov-
ing a gate (40) to selectively dispense one of a mul-
tiple of powders (A, B) from a multi-powder dispenser
(30A), the gate (40) movable with respect to a move-
ment direction of a recoater blade (26).

13. The method as recited in claim 11 or 12, wherein
moving the gate (40) includes sliding a control strip
(42).

14. The method as recited in claim 11, 12 or 13, wherein
moving the gate (40) includes rotating a control strip
(42) formed in a continuous loop.
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15. The method as recited in any of claims 11 to 14,
wherein moving the gate (40) includes selecting one
of a multiple of apertures (44 - 44D).
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