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Powder Metallurgy Repair & Remanufacturing of High Temperature Alloy Bucket
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Abstract: Powder metallurgy repair-remanufacturing technique is a nearly developed advanced surface prototype—reconstruction
and/or-recovered art. High temperature alloy, especially the cast alloy, is very difficult to be welded for their high heat-crack
sensitivity, and then the bucket (e.g. blade and vane) made of the alloy, which is damaged during service, not able to be repaired with
the high strength being near/equal to the bucket alloy. Using the Powder Metallurgy, many defects of three dimensions in the bucket,
such as crack, void, firing—corrosion zone and wear—erosion area etc, can be restored or rebuilt without any damages to the substrate
alloy. Compared with the Liburdi Powder Metallurgy (L-PM) of Canada, so called China Powder Metallurgy (C—PM) developed by
authors shows distinguished features in bucket repair process.
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Tab 1 Comparison of several weld processes
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Table 2 Important binder system of powder injection molding
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