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(54) Gas turbine components which include chevron film cooling holes, and related processes

(57) An article is described, including an inner sur-
face (24) which can be exposed to a first fluid; an inlet
(30); and an outer surface (26) spaced from the inner
surface, which can be exposed to a hotter second fluid.
The article further includes at least one row or other pat-
tern of passage holes (28). Each passage hole includes
an inlet bore (34) extending through the substrate (20)
from the inlet at the inner surface to a passage hole-exit

proximate to the outer surface (26), with the inlet bore
terminating in a chevron outlet (32) adjacent the hole-
exit. The chevron outlet includes a pair of wing troughs
(42,44) having a common surface region (46) between
them. The common surface region includes a valley (48)
which is adjacent the hole-exit; and a plateau (50) adja-
cent the valley. The article can be an airfoil. Related meth-
ods for preparing the passage holes are also described.
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Description

BACKGROUND

[0001] The general subject matter of this invention re-
lates to gas turbine engines, and, more specifically, to
structures for cooling various components of the engines.
[0002] A gas turbine engine includes a compressor, in
which engine air is pressurized. The engine also includes
a combustor, in which the pressurized air is mixed with
fuel, to generate hot combustion gases. In a typical de-
sign (e.g., for aircraft engines or stationary power sys-
tems), energy is extracted from the gases in a high pres-
sure turbine (HPT) which powers the compressor, and
in a low pressure turbine (LPT). The low pressure turbine
powers a fan in a turbofan aircraft engine application, or
powers an external shaft for marine and industrial appli-
cations.
[0003] The need for cooling systems in gas turbine en-
gines is critical, since the engines usually operate in ex-
tremely hot environments. For example, the engine com-
ponents are often exposed to hot gases having temper-
atures up to about 3800°F (2093°C), for aircraft applica-
tions, and up to about 2700°F (1482°C), for the stationary
power generation applications. To cool the components
exposed to the hot gases, these "hot gas path" compo-
nents typically have both internal convection and external
film cooling.
[0004] In the case of film cooling, a number of cooling
holes may extend from a relatively cool surface of the
component to a "hot" surface of the component. The cool-
ing holes are usually cylindrical bores which are inclined
at a shallow angle, through the metal walls of the com-
ponent. Film cooling is an important mechanism for tem-
perature control, since it decreases incident heat flux
from hot gases to the surfaces of components. A number
of techniques may be used to form the cooling holes;
depending on various factors, e.g., the necessary depth
and shape of the hole. Laser drilling, water jet cutting,
and electro-discharge machining (EDM) are techniques
frequently used for forming film cooling holes. The film
cooling holes are typically arranged in rows of closely-
spaced holes, which collectively provide a large-area
cooling blanket over the external surface.
[0005] The coolant air is typically compressed air that
is bled off the compressor, which is then bypassed
around the engine’s combustion zone, and fed through
the cooling holes to the hot surface. The coolant forms
a protective "film" between the hot component surface
and the hot gas flow, thereby helping protect the compo-
nent from heating. Furthermore, protective coatings,
such as for example, thermal barrier coatings (TBCs),
may be employed on the hot surface to increase the op-
erating temperature of the components.
[0006] Film cooling is highest when the coolant flow
"hugs" the hot surface. With this in mind, many different
surface geometries and shapes have been designed for
the exit region of the cooling holes. Examples include

different types of trenches and craters, which are pur-
posefully formed on one or more of the component sur-
faces. These surface features can enable a longer dura-
tion of contact between the coolant flow and the hot sur-
face, and/or can provide a cooler, effective gas temper-
ature layer on the surface.
[0007] Various considerations are important in design-
ing the most appropriate film cooling system. For exam-
ple, a certain volume of air is usually required to flow over
the hot surface of the component, and as described
above, it is also important that a significant portion of that
air stay attached to the hot surface, for as long as pos-
sible. Moreover, since a large number of film cooling
holes require a larger amount of air to be bled off the
engine compressor, engine efficiency may suffer if too
many cooling holes are present. Furthermore, since fu-
ture turbine engine designs may involve even higher op-
erating temperatures, improved film cooling systems
may take on even greater importance.
[0008] With these considerations in mind, new meth-
ods and structures for improving film cooling capabilities
in gas turbine engines would be welcome in the art. The
innovations should enhance the performance of the cool-
ing stream, without significantly decreasing engine effi-
ciency. The film cooling structures should also not inter-
fere with the strength and integrity of the turbine engine
part. Moreover, the new film cooling structures should be
capable of being formed, accurately and efficiently, by
one or more of the drilling, cutting, and machining tech-
niques mentioned above.

BRIEF DESCRIPTION OF THE INVENTION

[0009] In one embodiment of the invention, an article
in the form of a substrate is disclosed, comprising an
inner surface which can be exposed to a first fluid; and
including an inlet; and an outer surface spaced from the
inner surface, which can be exposed to a hotter second
fluid. The article further includes at least one row or other
pattern of passage holes, wherein each passage hole
includes an inlet bore extending through the substrate
from the inlet at the inner surface to a passage hole-exit
proximate to the outer surface, with the inlet bore termi-
nating in a chevron outlet adjacent the hole-exit. The
chevron outlet comprises a pair of wing troughs having
a common surface region between them; wherein the
common surface region comprises a valley which is ad-
jacent the hole-exit; and further comprises a plateau ad-
jacent the valley.
[0010] Another embodiment is directed to a film-cooled
airfoil or airfoil region configured with one or more chev-
ron film cooling holes. The airfoil or airfoil region com-
prises:

a) at least one inner surface exposed to a first fluid;
and including an inlet;

b) an outer surface spaced from the said inner sur-
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face, and exposed to a hotter second fluid; and

c at least one row or other pattern of passage holes,
wherein each passage hole includes an inlet bore
extending partially through the substrate from the
inner surface to a passage hole-exit proximate to the
outer surface, with the inlet bore terminating in a
chevron outlet, as described herein.

[0011] Still another embodiment is directed to a meth-
od for the formation of a row or other pattern of passage
holes in a substrate which includes an inner surface and
an outer surface spaced from the inner suface, and fur-
ther comprises an inlet bore extending at least partially
between the two surfaces, said inlet bore terminating in
a chevron outlet adjacent a hole-exit proximate to the
outer surface, wherein the chevron outlet comprises a
pair of wing troughs having a common surface region
between them, said common surface region comprising
a valley adjacent the hole-exit, and a plateau adjacent
the valley. The method comprises forming each inlet bore
and chevron outlet by directing a contacting device or a
contacting medium to a pre-selected region of the sub-
strate, in a computer-controlled single- or repeated
plunging motion, sweeping motion, or combined plung-
ing-and-sweeping motion.

BRIEF DESCRIPTION OF THE DRAWINGS

[0012]

FIG. 1 is a perspective view of an outer surface of a
substrate, illustrating the general exit region of three
passage holes which extend through the substrate.

FIG. 2 is a transverse sectional view, taken along
line 2-2 of FIG. 1, of one of the passage holes illus-
trated in FIG. 1.

FIG. 3 is a plan view of the passage hole illustrated
in FIG. 2, taken along line 3-3.

FIG. 4 is a transverse sectional view of a passage
hole according to another embodiment of this inven-
tion.

FIG. 5 is a top view of the chevron outlet region of a
passage hole according to an embodiment of the
invention.

FIG. 6 is a top view of a portion of the chevron outlet
region of a passage hole according to embodiments
of the invention.

FIG. 7 is a transverse sectional view of a passage
hole according to another embodiment of this inven-
tion.

FIG. 8 is a transverse sectional view of a passage
hole and exit site region, for a substrate covered by
a coating, according to embodiments of the inven-
tion.

FIG. 9 is a schematic perspective of a water jet cut-
ting machine utilized in embodiments of the inven-
tion.

FIG. 10 is a schematic perspective view of a nozzle
assembly for a water jet cutting machine related to
the present invention.

FIG. 11 is an illustration of the motion of a plunging
device forming passage holes in a substrate, accord-
ing to some of the inventive embodiments.

FIG. 12 is an illustrated top view of the chevron region
of a passage hole formed by a multi-plunge tech-
nique, according to the invention.

FIG. 13 is a schematic perspective of an electric dis-
charge machining device useful for embodiments of
the invention.

FIG. 14 is a schematic illustration of a laser-based
system for producing passage holes according to
embodiments of this invention.

DETAILED DESCRIPTION OF THE INVENTION

[0013] The numerical ranges disclosed herein are in-
clusive and combinable (e.g., ranges of "up to about 25
wt%", or, more specifically, "about 5 wt% to about 20
wt%", are inclusive of the endpoints and all intermediate
values of the ranges). In terms of any compositional rang-
es, weight levels are provided on the basis of the weight
of the entire composition, unless otherwise specified; and
ratios are also provided on a weight basis. Moreover, the
term "combination" is inclusive of blends, mixtures, al-
loys, reaction products, and the like.
[0014] Furthermore, the terms "first," "second," and the
like, herein do not denote any order, quantity, or impor-
tance, but rather are used to distinguish one element
from another. The terms "a" and "an" herein do not denote
a limitation of quantity, but rather denote the presence
of at least one of the referenced items. The modifier
"about" used in connection with a quantity is inclusive of
the stated value, and has the meaning dictated by con-
text, (e.g., includes the degree of error associated with
measurement of the particular quantity).
[0015] Moreover, in this specification, the suffix "(s)" is
usually intended to include both the singular and the plu-
ral of the term that it modifies, thereby including one or
more of that term (e.g., "the passage hole" may include
one or more passage holes, unless otherwise specified).
Reference throughout the specification to "one embodi-
ment", "another embodiment", "an embodiment", and so
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forth, means that a particular element (e.g., feature,
structure, and/or characteristic) described in connection
with the embodiment is included in at least one embod-
iment described herein, and may or may not be present
in other embodiments. In addition, it is to be understood
that the described inventive features may be combined
in any suitable manner in the various embodiments.
[0016] Any substrate which is exposed to high temper-
atures and requires cooling can be used for this invention.
Examples include ceramics or metal-based materials.
Non-limiting examples of the metals or metal alloys which
might form the substrate include steel, aluminum, titani-
um; refractory metals such as molybdenum; and super-
alloys, such as those based on nickel, cobalt, or iron. The
substrate can also be formed of a composite material,
such as a niobium silicide intermetallic composite.
[0017] Very often, the substrate is at least one wall of
a gas turbine engine component. This type of wall, and
the turbine components themselves, are described in
many references. Non-limiting examples include U.S.
Patents 6,234,755 (Bunker et al) and 7,328,580 ((Lee et
al; hereinafter "Lee"), both of which are incorporated
herein by reference.
[0018] The Lee reference comprehensively describes
an aviation gas turbine engine which is axisymmetrical
about a longitudinal or axial centerline axis. The engine
includes, in ordered flow communication, a fan, a multi-
stage axial compressor, and an annular combustor,
which is followed in turn by a high pressure turbine (HPT)
and a low pressure turbine (LPT).
[0019] The HPT usually includes a turbine nozzle, hav-
ing a row of hollow stator vanes supported in inner and
outer nozzle bands. A first stage turbine follows the first
stage turbine nozzle and includes a row of hollow rotor
blades extending radially outwardly from a supporting
rotor disk and surrounded by an annular turbine shroud.
A low pressure turbine (LPT) follows the high pressure
turbine and includes additional nozzles and rotor blades
which may or may not include internal cooling circuits
depending upon the engine design. An exhaust liner usu-
ally follows the low pressure turbine.
[0020] During the operation of a gas turbine engine
like that described in the Lee patent, ambient air is pres-
surized by the fan mentioned above. A portion of the am-
bient air enters the compressor for additional pressuri-
zation, while the outer portion is discharged from a fan
outlet for providing propulsion thrust in a turbofan engine
application. The air pressurized in the compressor is
mixed with fuel in the combustor for generating hot com-
bustion gases. The combustion gases flow through the
various turbine blade stages which extract energy there-
from for powering the compressor and fan during oper-
ation. Additional details regarding the architecture of
such an engine can be found in the Lee patent, along
with various other references.
[0021] While a typical gas turbine engine like that de-
scribed above and in the Lee reference may have a con-
ventional configuration and operation, such an engine is

modified as described herein, to include improved film
cooling. Thus, one or more of the various engine com-
ponents which are subject to heating from the hot com-
bustion gases of the engine may be suitably cooled by
bleeding a portion of the pressurized air from the com-
pressor during operation, as mentioned previously.
[0022] These components usually include at least one
metal wall 20, as depicted in FIG. 1. The wall can be
formed from a superalloy like those mentioned above,
since those materials exhibit high strength at elevated
temperatures. A portion of the wall is illustrated in plan
view in FIG. 1; and a portion is also shown as a cross-
section in FIG. 2. The thickness of the wall will vary, de-
pending on the article in which it is incorporated. In many
instances, e.g., for many aviation components, the wall
has a thickness in the range of about 0.020 inch to about
0.150 inch (508 microns to about 3810 microns). For
land-based components, the wall often has a thickness
in the range of about 0.050 inch to about 0.300 inch (1270
microns to about 7620 microns).
[0023] The wall includes opposite inner and outer wall
surfaces 24, 26. The inner or inboard surface of the wall
forms the outer boundary of a suitable cooling circuit pro-
vided in the component which receives air bled from the
compressor in any conventional manner. The outer sur-
face 26 is exposed to the hot combustion gases 22 during
operation (see FIG. 1), and requires suitable film cooling
protection.
[0024] The exemplary component wall 20 illustrated in
FIGS. 1 and 2 may be found in various components. They
include the inner or outer combustor liners, turbine nozzle
vanes, turbine nozzle bands, turbine rotor blades, the
turbine shroud, or the exhaust liner. All of these compo-
nents frequently incorporate various forms of film cooling
holes or "passage holes" therein.
[0025] For embodiments of the present invention, pas-
sage holes 28 are arranged in a suitable row or other
pattern (FIG. 1), along a selected span of the wall com-
ponent 20. As in embodiments of the Lee patent, passage
holes 28 are identified by their "chevron" configuration.
In preferred embodiments, each passage hole 28 ex-
tends longitudinally through the wall 20, and diverges
both longitudinally along the hole, and laterally across
the width of the hole. Thus, each hole extends from an
inlet 30 disposed flush at the inner surface 24 (see FIG.
2) to a chevron outlet 32 disposed flush at the outer sur-
face 26. As mentioned above, a portion of the pressurized
air from the compressor is directed through the passage
hole 28 (FIG. 1) as coolant air 33, exiting at the chevron
outlet 32.
[0026] In preferred embodiments, each of the passage
holes 28 includes an inlet bore 34. The bore usually has
a substantially constant flow area from its inlet end to its
outlet end. As depicted in FIG. 2, the inlet bore has a
longitudinal or axial centerline axis 36. The bore itself
can be thought of as the portion of the passage hole
which remains cylindrical or substantially cylindrical, i.e.,
prior to the beginning of the chevron outlet. Thus, in FIG.
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2, the inlet bore can be thought of as the section between
points X and Y along axis 36. The upward termination
site of the inlet bore can be referred to as "bore outlet"
38, which still lies below outer wall surface (exterior wall
surface) 26. The inlet bore can be inclined at a relatively
shallow angle "A", relative to its inner or outer surfaces,
which are typically parallel with each other. The inclina-
tion angle A of the inlet bore is usually related to the
typical inclination used for film cooling holes, e.g., about
20 degrees to about 45 degrees.
[0027] As mentioned previously, FIG. 3 is a plan view
of the passage hole illustrated in FIG. 2, taken along line
3-3. The figure depicts passage hole inlet 30, effectively
bisected by centerline axis 36. Inlet bore 34 is shown as
extending from point X to point Y, i.e., ending as bore
outlet 38. The remainder of the passage hole from bore
outlet 38 toward surface 26 (i.e., in a direction opposite
that of inlet hole 30) can be thought of as the "passage
hole-exit"
[0028] With continued reference to FIG. 3, the bore
outlet 38 terminates at a chevron outlet, generally des-
ignated as feature 40. For most of its length "Z", the chev-
ron outlet 40 comprises a pair of wing troughs, 42 and
44. The wing troughs diverge longitudinally from a trough
initiation site 39 (the "upstream" beginning of the
troughs), to the exterior wall surface 26 (FIG. 2). The
trough initiation site is usually located about 15% to about
35% of the length from bore outlet 38, based on the total
length of chevron outlet 40 along axis 36 (FIG. 3).
[0029] In some embodiments, the wing troughs are
similar in size and shape to the wing troughs in the Lee
patent mentioned previously, and usually have a sub-
stantially elliptical cross-sectional shape. As an example,
the wing troughs may be substantially circular or partially
circular.
[0030] The wing troughs 42, 44 have a common sur-
face region 46 between them. The wing troughs can be
said to diverge laterally along this surface region, in a
direction away from inner wall surface 24, to eventually
blend with outer wall surface 26.
[0031] In some embodiments, the common surface re-
gion 46 comprises a valley or "floor" 48, and a plateau
50, adjacent the valley 48. Plateau 50 rises above the
valley, and extends along axis 36, in a direction opposite
hole inlet 30, terminating at a site 52, which is generally
flush with outer wall surface 26. It should be understood
that the valley 48, while below the level of plateau 50, is
still generally higher than the depth of the wing troughs
42, 44. Moreover, valley 48 can be considered an exten-
sion of the lower surface 54 (FIG. 2) of inlet bore 34 (usu-
ally an arcuate surface). As described below, the pas-
sage hole and chevron outlet geometry described in em-
bodiments of this invention can be obtained by using cer-
tain types of drilling, machining, and cutting techniques.
[0032] As generally depicted in FIG. 2, plateau 50 is
typically an elevated, relatively level feature rising above
valley 48. The top surface 56 of the plateau can be very
flat, and somewhat parallel to the surface of valley 48.

However, as further described below, the shape, size
and orientation of the plateau can vary considerably, as
can any of the individual surfaces or "faces" of the pla-
teau. As one example, the front face 58 of the plateau
(see FIG. 3) can be substantially perpendicular to the
surface of valley 48. However, as shown below, the front
surface is usually sloped, e.g., gradually decreasing in
size (like a ramp) until merging into the valley surface 48.
In general, the shape and size of the plateau and the
valley from which it rises are important factors in maxi-
mizing the diffusion of cooling air that is channeled
through the passage holes. As further described below,
another advantageous result is a reduced flow separation
of the cooling air from outer wall surface 26.
[0033] With reference to FIG. 3, the position of plateau
50 within the entire area of chevron outlet 40 may also
be a significant feature for some embodiments. Each
trough can be said to have a total length dimension ex-
tending from trough initiation site 39 to a terminus farthest
downstream from the passage hole inlet 30, i.e., to the
point at which the troughs meet outer surface 26 (i.e.,
site 52 in FIG. 3). In some embodiments, substantially
all of the plateau is located in a region that is more than
about 40% of the total length dimension away from site
39. In some other preferred embodiments, substantially
all of the plateau is located in a region that is more than
about 60% of the total length dimension away from site
39.
[0034] In some embodiments, the plateau, from a plan
view ("top view") like that of FIG. 3, can have the shape
of a triangle, a trapezoid, or any other polygon. FIG. 3
shows plateau 50 in the shape of a trapezoid. FIG. 4 is
illustrative of a plateau having the shape of a triangle. (In
this figure, features similar or identical to those of FIGS.
2 and 3 are not labeled). In FIG. 4, the plateau 60 rises
above valley 62. The triangle of the plateau includes an
upstream vertex 64, lying generally in a midpoint area
between the two troughs 66, 68, in line with axis 70, and
pointing toward passage hole inlet 72. However, the ver-
tex need not be aligned with axis 70, e.g., it can be "off-
center". Moreover, the triangle itself need not be equilat-
eral. As mentioned previously, the precise shape for the
plateau is determined in large part by the manner in which
it is formed. (The two troughs can also vary somewhat
from each other, e.g., in depth and shape).
[0035] FIG. 5 is an illustration of another embodiment
of a portion of a passage hole 80, shown as a top view
of the outer surface ("hot surface") 82 of a substrate. In
this figure (somewhat similar to FIG. 7, discussed below),
plateau 92 is situated between troughs 86 and 88. (The
plateau can generally lie in the same plane as outer sur-
face region 93, although the figure seems to show plateau
92 as being angled upwardly from region 93). A valley
90 slopes downwardly from the plateau, toward an inlet
bore (not specifically shown) extending into the sub-
strate. The plateau can vary in height, relative to surface
82. In some embodiments, the height of the plateau is
about 2% to about 20% of the length-dimension extend-
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ing from the passage hole-exit to a terminus farthest away
from the hole-exit.
[0036] Moreover, in some embodiments, the features
of surface 90, trough 86, and trough 88 can all merge
into the inlet bore. Furthermore, in some instances, the
edges 98 and 100, formed by the intersections of surfac-
es 86 and 90; and 88 and 90, respectively, need not be
"sharp", straight line edges. For example, they could, in-
dependently of each other, be curved or "rounded". As
depicted in FIG. 6, which is a sectional portion of a pas-
sage hole like that of FIG. 5, top surface/valley 102 could
also be curved, along a general "arc" extending across
from one trough to another trough (troughs not shown
here), or along some other line of curvature.
[0037] FIG. 7 is a view of a passage hole 108, having
another chevron shape, according to embodiments of
this invention. (Features similar to those in FIGS. 2 and
3 may not be labeled here). A transverse sectional view
is provided in the lower half of the figure, showing an inlet
bore 110, situated along axis 112. The upper half of the
figure is a plan view or "top view". In this embodiment,
plateau 114 is a raised region, farthest from inlet hole
118. A valley 120 is adjacent the plateau, extending along
axis 112. The valley has a top surface 122 which slopes
down, in the direction of inlet hole 118.
[0038] As mentioned above, articles like those de-
scribed herein are often covered by one or more coatings.
Coatings which serve a number of purposes may be
used. Frequently, coatings which provide thermal pro-
tection, and/or oxidation protection are applied. As one
example, an article such as a gas turbine blade may be
covered by a ceramic coating, e.g., a thermal barrier coat-
ing (TBC) formed of a zirconia material such as yttria-
stabilized zirconia. In many cases for turbine blades, a
bond layer is first applied over the blade surface, e.g., a
metal-aluminide or MCrAIY material, where "M" can be
iron, nickel, cobalt, or mixtures thereof. These coating
systems are described in many references, such as the
Bunker ’755 patent mentioned previously.
[0039] FIG. 8 is a transverse sectional view of another
passage hole 123, extending through a substrate 125,
according to some inventive embodiments. In this in-
stance, the outer surface ("hot" surface) 124 of the sub-
strate is covered by a protective coating system 126,
which as described above, can constitute one or more
individual coatings. The thickness of the protective coat-
ing can vary greatly (e.g., about 0.005 inch (127 microns)
to about 0.050 inch (1270 microns), depending on vari-
ous factors. In the case of a nickel superalloy-based tur-
bine blade used in the "hot" section of a land-based gas
turbine, protective coatings often have a thickness in the
range of about 0.015 inch (381 microns) to about 0.045
inch (1143 microns), and most often, about 0.020 inch
(500 microns) to about 0.035 inch (889 microns). The
passage hole 123 is formed through the substrate 125
and through the coating 126 by one of the techniques
described below.
[0040] With continuing reference to FIG. 8, plateau 128

extends from and rises above valley 130. In this instance,
the "front face" 132 of the plateau is sloped in the direction
of inlet bore 134. However, the shape and size of the
plateau and the surrounding valley can vary considera-
bly, depending on various factors. They include the de-
sired exit geometry for the coolant fluid which will travel
through the passage hole, and also the technique by
which the hole and chevron area are formed within coat-
ing 126 and substrate 125. The ability to modify film cool-
ing characteristics through protective coatings, accord-
ing to new coolant flow geometries, is an important aspect
for embodiments of this invention.
[0041] The passage holes of the present invention can
be formed successfully by several specialized tech-
niques, using selected types of equipment. The tech-
niques can include water jet cutting systems, electric dis-
charge machining (EDM) systems, and laser-drilling sys-
tems. Each of these systems is described below. More-
over, in some cases, each of these techniques can be
carried out by using the specific instrument in a single or
repeated plunging motion, as also described below. (In
this description, the EDM is said to involve treatment of
the substrate with a "contacting device"; while water jet
cutting systems and laser-drilling systems are said to in-
volve treatment of the substrate with a "contacting me-
dium", as further described below).
[0042] As alluded to above, in some embodiments, the
passage holes are formed by a water jet cutting process,
e.g., an abrasive water jet cutting process. Such a proc-
ess, sometimes referred to as a "water saw", is known
in the art, and described in many references. Non-limiting
examples include U.S. Patents 6,905,396 (Miller et al);
5,979,663 (Herrmann et al); 5,851,139 (Xu); and
5,169,065 (Bloch), all incorporated herein by reference.
[0043] In general, the water jet process utilizes a high-
velocity stream of abrasive particles (e.g., abrasive
"grit"), suspended in a stream of high pressure water.
The pressure of the water may vary considerably, but is
often in the range of about 5,000-90,000 psi. A number
of abrasive materials can be used, such as garnet, alu-
minum oxide, silicon carbide, and glass beads. The proc-
ess can be used in various embodiments of this invention,
e.g., for the formation of passage holes through a metal
substrate, or through the substrate and a protective coat-
ing over the substrate, as described previously. Unlike
some of the other cutting processes used on metals, the
water jet process does not involve heating of the sub-
strate to any significant degree. Therefore, there is no
"heat-affected zone" formed on the substrate surface,
which could otherwise adversely affect the desired exit
geometry for the passage hole.
[0044] Moreover, the water jet system can include a
multi-axis computer numerically controlled (CNC) unit.
The CNC systems themselves are known in the art, and
described, for example, in U.S. Patent Publication
2005/0013926 (S. Rutkowski et al), which is incorporated
herein by reference. They CNC systems allow movement
of the cutting tool along a number of X, Y, and Z axes,
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as well as rotational axes.
[0045] FIG. 9 is a schematic perspective of one water
jet cutting machine 150, suitable for the present inven-
tion. FIG. 10 is a schematic perspective view of the nozzle
assembly of the machine of FIG. 9, depicting the function
of the machine with respect to a substrate, described
below. The water jet machine of FIG. 10 is usually
equipped with a high capacity pump (not shown,) capable
of delivering a liquid supply 178 (typically water), at a
high rate of pressure to a jet orifice 152 (FIG. 10). The
jet orifice is supported within a distribution head 154,
which defines, internally, a mixing chamber 156. The
pressurized liquid is delivered from the mixing chamber,
into and through a delivery nozzle 158, to be emitted at
a correspondingly high force, as mentioned above, in a
linear jet stream 160 (see FIG. 10). (Various details re-
garding this type of equipment are also set forth in the
above referenced patent to Miller et al).
[0046] With continuing reference to FIGS. 9 and 10,
the distribution head 154 and the nozzle 158 can be sup-
ported on a cantilevered arm 162 from an upright mov-
able stanchion 164. This arrangement allows for control-
led reciprocatory movement of the distribution head 154
and the nozzle 158 about multiple axes of movement,
e.g., horizontally in perpendicularly oriented directions of
movement, as signified by axes X and Y, and vertically,
as signified by axis Z (as mentioned above). In addition,
appropriate motors (not shown) may also be provided on
the cantilevered arm 162. These motors can provide as-
sociated rotary motion of the distribution head and nozzle
e.g., about perpendicularly oriented rotational axes rep-
resented by axes B and C.
[0047] With reference to FIG. 10, a portion of a typical
substrate 166 is depicted. In a non-limiting illustration,
metallic coating 168 has been applied directly over the
outer surface of the substrate, and a ceramic coating 170
(e.g., a TBC as discussed above) has been applied over
the metallic coating. According to the mechanism depict-
ed in the figure, a supply of a flowable abrasive material
172 is delivered through a metering device 174, via the
tube 176. The abrasive material can be drawn by the
venturi effect into the mixing chamber 156, for mixing
with a primary pressurized stream of water 178, in the
formation of the jetted fluid stream 160. (The abrasive
materials can be of the type described above).
[0048] As described in the patent to Miller et al, the
control of the movement of the jet stream 160 is critical
to the effective performance of the water jet apparatus.
By the controlled motion of the jet nozzle 158 (e.g., by
the CNC device mentioned previously) selectively about
the multiple axes B, C, X, Y, Z (FIG. 9), it is possible to
reciprocate the jet nozzle in a three-dimensional path of
movement. These motion paths conform precisely to the
three-dimensional configuration and shape of substan-
tially any substrate, coated or uncoated, while maintain-
ing the nozzle 158 at a precisely consistent spacing and
angular orientation with respect to the substrate. More-
over, those skilled in the art understand that many fea-

tures and parameters can be selectively set, varied and
controlled, to optimize the use of the water jet cutting tool.
Non-limiting examples of adjustments include: the pres-
sure of the abrasive water jet stream as emitted from the
nozzle; the mixing ratio of the abrasive with respect to
the water, the shape and relative diffusion of the fluid
stream; the particular type of abrasive material, and its
size; and the nozzle diameter.
[0049] In most of the preferred embodiments of the
invention, the water jet technique is carried out by direct-
ing the linear jet stream to a pre-selected region of the
substrate, according to one or more selected patterns.
The delivery nozzle is programmed to direct the jet
stream in a single or repeated plunging motion, sweeping
motion, or combination of plunging motions and sweep-
ing motions. The selected pattern is one which provides
the passage hole geometry described previously, which
includes formation of the inlet bore and formation of the
chevron outlet.
[0050] FIG. 11 is a simple illustration of the plunging
motion for making the particular passage holes, accord-
ing to some embodiments of the invention. The plunging
motion is usually carried out by a cylindrical tool, which
can be associated with various types of equipment, e.g.,
a water jet, a laser, an electro-discharge machining
(EDM), or a mechanical bit. While the plunging technique
will be described in detail here for a water jet apparatus,
those skilled in the art will be able to adapt the technique
to the other equipment described herein, without undue
effort.
[0051] With continuing reference to FIG. 11, a water
jet machine such as that described above can be used.
A series of pre-programmed plunges ("multi-plunges") is
used to form circular hole shapes 190 through the outer
surface 192 of substrate 194. (The delivery nozzle and
water-jet stream are not pictured here, but would be po-
sitioned above the substrate, as described previously.
Moreover, while a large number of holes can be formed
in the substrate by this technique, a single hole is illus-
trated here) As one non-limiting illustration, the direction
of successive hole shapes can proceed across surface
192, from the pre-selected region for one trough 196 to
a trough 198 (somewhat obstructed from this view) on
an opposite side of the substrate. The controlled move-
ment of the water-jet stream could also follow a generally
horizontal path 200, after formation of the troughs. This
movement could be considered a controlled "sweeping"
across the surface of the substrate. Thus, formation of
the hole shapes could be carried out with a combination
of plunging and sweeping motions. A CNC-type device
like that described previously is especially suited for the
plunging (e.g., the "Z" direction in FIG. 9) and sweeping
(e.g., the X and Y directions) motions used to form each
passage hole.
[0052] FIG. 12 is a representation of a portion of a pas-
sage hole 210, formed by way of the multi-plunge tech-
nique. Troughs 196 and 198, and inlet bore 211, are de-
picted in the figure. Plateau 212 is also shown, having a
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triangular shape in which one vertex 214 "points" in the
direction of inlet bore 211. The shaded features 216 de-
pict differences in features, as compared to those of pas-
sage holes formed in a conventional chevron-outlet
shape. In other words, features 216 (which could be
thought of as a single feature as well) form a "hood" above
the troughs, for some of the embodiments in which the
multi-plunge technique is used. While such a hood might
be present to some extent in the chevron shapes known
in the art, e.g., those in the Lee et al patent discussed
above, a hood of this size and shape does not appear to
have been known previously. In some embodiments, the
hood exhibits a greater curvature in the upper surface
region of the film hole, as compared to the previously
known chevron shapes. Moreover, in some preferred em-
bodiments, the total surface area of the hood is at least
about 20% of the total surface area of the troughs, e.g.,
as shown in FIG. 12. In the case of a high-temperature
substrate, the modified geometry of this "hood zone" may
promote greater attachment of a film coolant to the outer
surface (the "hot surface") adjacent the exit hole, i.e.,
attachment for a longer distance along the surface.
[0053] In some embodiments, the passage holes of
the present invention can also be formed successfully by
using an electric discharge machining (EDM) technique.
EDM techniques are known in the art, and described in
a number of references, such as U.S. Patent 6,969,817
(Martin Kin-Fei Lee et al); incorporated herein by refer-
ence. The techniques are sometimes referred to as "EDM
milling"; "spark machining" or "spark eroding". In general,
EDM can be used to obtain a desired shape in a substrate
or workpiece, by way of a series of rapidly recurring cur-
rent discharges. The discharges originate between two
electrodes, separated by a dielectric liquid, and subject
to an electric voltage.
[0054] As a more specific example for some types of
EDM equipment, a DC voltage can be applied to a drill
electrode, and the desired section of the substrate is
eroded by a spark formation in a gap between the drill
electrode and the substrate surface. A dielectric liquid is
usually forced into the gap between the electrode and
the workpiece. Typically, EDM drilling machines use wa-
ter (e.g., non-conductive, deionized water) as the working
fluid. The material removal process is partly spark ero-
sion and partly electrochemical. In general, the work-
piece conductivity requirements prevent the use of an
EDM process for substrates which are covered by non-
conductive materials, such as ceramic (TBC) overcoats.
Other details regarding EDM equipment, and operation
settings for using the equipment, will be known to those
skilled in the electromachining arts.
[0055] For most embodiments of the present invention,
the EDM electrode is directed to the substrate in a sweep-
ing motion, as described previously. The motion can be
directed along the pathways illustrated in FIG. 11, or a
different pathway can be chosen. As in the case of the
water jet cutting process, the EDM machinery can be
controlled by a multi-axis computer numerically control-

led (CNC) unit. These units can direct the electrode along
full 2- and 3-dimensional pathways, along with permitting
movement on one or more rotational axes.
[0056] One, non-limiting example of an EDM appara-
tus suitable for the present invention is depicted in FIG.
13. Many elements of such an apparatus are also set
forth in the Kin-Fei Lee patent referenced previously. Ap-
paratus 220 includes a head assembly 222. The function
and detail regarding the head assembly are known in the
art (e.g., FIG. 3 of U.S. Patent 9,969,817), and need not
be discussed in detail here. An electromagnet 224 is cou-
pled to a slide assembly 226, by way of an adaptor plate
228 A first manual slide 230 is coupled to the slide as-
sembly adaptor plate. The manual slide 230 allows an
operator to position the head assembly 222 after the ap-
paratus has been attached to a substrate, e.g., an outer
surface of a turbine blade, via the electromagnet 224, or
by way of some other conventional attachment mecha-
nism.
[0057] A second manual slide 232 is operatively cou-
pled to the first manual slide 230, and may be configured
to provide perpendicular translation of the head assembly
222 with respect to the first manual slide 230. The second
slide 232 is operatively coupled to a mini tilt and swivel
vice 234. The mini tilt and swivel vice 234 allows for ro-
tation of the head assembly 222 in both directions illus-
trated by the curved arrow 236. Vice 234 also allows for
a angular tilting of the head assembly 222. (This angular
tilting is represented by the arrow 238). Although manual
slides and mini tilt and swivel vices are discussed in this
embodiment, it should be understood that any mecha-
nism that allows for the positioning of the head assembly
222 relative to a surface or area to be drilled and/or milled
(e.g., any CNC device) would be equivalents that may
be used in various embodiments of the disclosed appa-
ratus.
[0058] In a typical EDM apparatus which can be used
for the present invention, a holder 240 is employed to
fasten and guide the movement of a consumable, wire
electrode 242. Various types of holders and electrodes
for EDM systems are available commercially. One source
is Aerospace Techniques, Middletown, Conn. The wire
electrode, fed through apparatus 220, can be directed
by the programming associated with the apparatus to
precisely form the passage hole/exit geometry required
for this invention.
[0059] In other embodiments, the passage holes of the
present invention can be formed successfully by using a
laser system, e.g., a laser drilling apparatus. In preferred
embodiments, the laser source employs at least one
pulsed laser beam. Such a system is described in Patent
Application 12/435,547 (Bunker et al), filed May 5, 2009,
which is incorporated herein by reference. Usually
(though not always), the pulsed laser beam includes a
pulse duration including a range less than about 50 Ps,
an energy per pulse having a range less than about 0.1
Joule, and a repetition rate with a range greater than
about 1000 Hz. The system can also include a variety of
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other elements, such as a control subsystem coupled to
the laser source, configured to synchronize the position
of the substrate with the pulse duration and energy level.
Such a control subsystem is advantageous when forming
the passage holes and exit hole geometries through coat-
ings applied over the substrate.
[0060] FIG. 14 is a schematic illustration of a laser-
based system for producing at least one passage hole
according to embodiments of this invention. The system
250 includes a laser source 252, outputting a pulsed laser
beam 254. The laser source 252 usually has a pulse du-
ration less than about 50 Ps, with an energy-per-pulse
value of less than about 0.1 Joule. The pulses are typi-
cally activated with a repetition rate greater than about
1000 Hz. In one embodiment, the wavelength of the laser
beam 254 is in a range between about 200 nm to about
1100 nm. In another embodiment, the average power of
the laser beam is larger than about 20W, with a desirable
beam quality to focus down to spot sizes less than about
200 microns.
[0061] In an exemplary embodiment, the pulse dura-
tion is between about 10 Ps and about 200 ns. In another
embodiment, the pulse duration is between about 50 Ps
and about 1 femtosecond. With such a laser, a wide range
of laser intensity can be achieved. Moreover, any nega-
tive effects of laser machining are mitigated, due to lower
pulse energy, suitable wavelength, and shorter pulse du-
ration. At the same time, relatively high material removal
rates can be achieved,
[0062] With continuing reference to FIG. 14, the laser
beam delivery system 256, coupled to the laser source
252, transmits one or more beams 258 on a surface 260
of a sample 262. (The sample is illustrated in simple block
form, but could be in the shape of a turbine blade, as
described previously). In some embodiments, the laser
beam delivery system 256 employs a mirror-lens-ma-
chining head based beam delivery. In other embodi-
ments, a fiber-machining head based beam delivery may
be employed. In some cases, the laser beam delivery
system may employ an optical galvanometer scanner
based beam delivery.
[0063] A motion system 262 is further coupled to the
laser beam delivery system 256, to synchronize the rel-
ative location between laser beam firing and the sample
262. A monitoring subsystem 264 detects the location of
the laser path, and the progress of the laser machining.
In a typical embodiment, the monitoring subsystem 264
also collects the laser operation-information, and com-
municates back and forth with a control subsystem or a
processor 266. The subsystem/processor can automat-
ically stop the laser machining, and direct movement to
a next machining location, when desired. In a typical sys-
tem design, the control subsystem 264 is in communica-
tion with the laser source 252, the laser beam delivery
system 256, the monitoring subsystem 266, and the mo-
tion system 262. Other relevant details regarding this
type of system are provided in Patent Application
12/435,547. As in the case of the water jet system and

the EDM apparatus, a laser-based system as described
herein can be employed to precisely form the passage
hole and exit geometry required for this invention.
[0064] Several additional variations and considera-
tions should be noted. The processes described herein
can be used to form an entire passage hole, i.e., including
the preferred chevron outlet. However, they can also be
used to form only the chevron outlet, e.g., as an extension
of a passage hole (inlet bore) thas has previously been
formed within a substrate.
[0065] Moreover, a combination of the techniques de-
scribed previously can be used to form the passage
holes, or portions thereof. For example, the main portion
of the passage hole, i.e., the inlet bore, could be formed
by a laser drilling technique, and then the desired chevron
outlet could be formed by an EDM or water jet technique.
Other variations may also be possible. Several examples
of combining different hole-forming techniques are pro-
vided in U.S. Patent 4,808,785 (Vertz et al; incorporated
herein by reference), although that teaching is not related
to the particular chevron outlets required for the present
invention.

EXAMPLE

[0066] The examples presented below are intended to
be merely illustrative, and should not be construed to be
any sort of limitation on the scope of the claimed inven-
tion.
[0067] Modeling studies were carried out on film cool-
ing effectiveness, as a function of the (X/Ms) value, for
a number of different, modeled shapes. (The non-dimen-
sional distance "X/Ms" is the ratio of the axial distance
"x" along the cooled surface, starting at the film hole exit,
to the product of M*s, where "M" is the blowing ratio, and
"s" is the equivalent two-dimensional slot height repre-
senting the same flow area as the film hole bore cross-
section). In one instance, a standard diffuser-type pas-
sage hole was evaluated, i.e., a passage hole with no
chevron characteristics at the hole exit, instead terminat-
ing in a standard, trapezoidal shape. Chevron-shaped
holes which generally conform to the chevron geometry
specified in U.S. Patent 7,328,580 (Lee et al, discussed
previously) were also evaluated, along with a chevron-
based geometry formed by the multi-plunge technique
described herein. The studies showed that the all of the
chevron-shaped holes, including those formed by the
multiplunge technique, exhibited a desirable level of cool-
ing effectiveness.
[0068] Various embodiments of this invention have
been described in rather full detail. However, it should
be understood that such detail need not be strictly ad-
hered to, and that various changes and modifications
may suggest themselves to one skilled in the art, all falling
within the scope of the invention as defined by the ap-
pended claims.
[0069] Various aspects and embodiments of the
present invention are defined by the following numbered
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clauses:

1. An article in the form of a substrate, comprising:

a) an inner surface , including an inlet;

b) an outer surface spaced from said inner sur-
face; and

c) at least one row or other pattern of passage
holes, wherein each passage hole includes an
inlet bore extending through the substrate from
the inlet at the inner surface to a passage hole-
exit proximate to the outer surface, with the inlet
bore terminating in a chevron outlet adjacent the
hole-exit, said chevron outlet comprising a pair
of wing troughs having a common surface region
between them;

wherein the common surface region comprises a val-
ley which is adjacent the hole-exit; and a plateau
adjacent the valley.

2. The article of clause 1, wherein:

each passage hole is inclined between the inner
and the outer surface;

the wing troughs diverge longitudinally between
the passage hole and the outer surface, and lat-
erally along the common surface region; and

the shape and size of the plateau and its sur-
rounding common surface region maximizes dif-
fusion of cooling air channeled through the pas-
sage holes from the inner surface to the outer
surface, with minimal flow separation of the cool-
ing air from the outer surface.

3. The article of clause 2, wherein the inlet bore ter-
minates below the outer surface; and the troughs
decrease in depth along the common surface region
in a direction away from the inner surface, to blend
with the outer surface.

4. The article of clause 1, wherein each wing trough
has a total length-dimension extending from the hole
exit to a terminus farthest from the hole exit; and
substantially all of the plateau extends above the
common surface region defined by a portion of the
total-length which is greater than about 40% of the
distance from the outlet to the terminus.

5. The article of clause 1, wherein the plateau is gen-
erally in the shape of a triangle or a trapezoid.

6. The article of clause 1, wherein the plateau is gen-
erally in the shape of a triangle; and a vertex of the

triangle-shaped plateau lies generally in a mid-point
area between the two troughs, and above a portion
of the common surface region, said vertex generally
pointing toward the hole exit.

7. The article of clause 1, wherein the height of the
plateau has a dimension which is about 2% to about
20% of the length-dimension extending from the pas-
sage hole-exit to a terminus farthest away from the
hole-exit.

8. The article of clause 1, wherein the passage holes
are substantially cylindrical.

9. The article of clause 1, wherein the wing troughs
have a substantially elliptical cross-sectional shape.

10. The article of clause 9, wherein the cross-sec-
tional shape of the wing troughs is substantially cir-
cular or partially circular.

11. The article of clause 1, wherein at least one coat-
ing is disposed on the outer surface; and at least a
portion of each passage hole is formed through the
coating.

12. The article of clause 11, wherein the coating com-
prises a ceramic material.

13. The article of clause 12, wherein the ceramic
material is a thermal barrier (TBC) coating.

14. The article of clause 11, wherein the coating is
a coating system comprising a ceramic TBC over a
metallic coating; and the passage hole is formed
through the coating system.

15. The article of clause 14, wherein the chevron
outlet is formed partially within the coating system
and partially within the substrate below the coating
system.

16. The article of clause 1, wherein the substrate is
a gas turbine engine wall.

17. The article of clause 1, wherein each passage
hole is formed by a technique selected from the
group consisting of a water jet cutting process; an
electro-discharge machining (EDM) process, a la-
ser-drilling process, and combinations thereof.

18. The article of clause 17, wherein each technique
is carried out by directing a contacting device or a
contacting medium to a pre-selected region of the
substrate, wherein the device or medium is directed
to the region in a single or repeated plunging motion,
sweeping motion, or combination of plunging mo-
tions and sweeping motions.
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19. A film-cooled airfoil or airfoil region configured
with one or more chevron film cooling holes, wherein
the airfoil or airfoil region comprises

a) at least one inner surface exposed to a first
fluid; and including an inlet;

b) an outer surface spaced from the said inner
surface, and exposed to a hotter second fluid;

c) at least one row or other pattern of passage
holes, wherein each passage hole includes an
inlet bore extending partially through the sub-
strate from the inner surface to a passage hole-
exit proximate to the outer surface, with the inlet
bore terminating in a chevron outlet adjacent the
hole-exit, said chevron outlet comprising a pair
of wing troughs having a common surface region
between them;

wherein the common surface region comprises a val-
ley which is adjacent the hole-exit; and a plateau
adjacent the valley.

20. The airfoil or airfoil region of clause 19, charac-
terized by a structure which permits combustion gas-
es to function as the second fluid; and film-cooling
gasses to function as the first fluid, wherein the first
fluid travels through the passage hole from the inner
surface to the outer surface; and wherein the struc-
ture provides minimum separation of the first fluid
from the outer surface of the airfoil, in a region gen-
erally adjacent the chevron outlet at the outer sur-
face.

21. A method for the formation of a row or other pat-
tern of passage holes in a substrate which includes
an inner surface and an outer surface spaced from
the inner suface, and further comprises an inlet bore
extending at least partially between the two surfaces,
said inlet bore terminating in a chevron outlet adja-
cent a hole-exit proximate to the outer surface,
wherein the chevron outlet comprises a pair of wing
troughs having a common surface region between
them, said common surface region comprising a val-
ley adjacent the hole-exit, and a plateau adjacent
the valley,
wherein said method comprises forming each inlet
bore and chevron outlet by directing a contacting de-
vice or a contacting medium to a pre-selected region
of the substrate, in a computer-controlled single- or
repeated plunging motion, sweeping motion, or com-
bined plunging-and-sweeping motion.

22. The method of clause 21, wherein the contacting
device comprises a wire electrode which is opera-
tively connected to and guided by an electro-dis-
charge machining (EDM) device.

23. The method of clause 21, wherien the contacting
medium comprises water from a water jet cutting de-
vice.

24. The method of clause 21, wherein the contacting
medium comprises a laser beam from a laser drilling
apparatus.

Claims

1. An article in the form of a substrate (20), comprising:

a) an inner surface (24), including an inlet (30);
b) an outer surface (26) spaced from said inner
surface (24); and
c) at least one row or other pattern of passage
holes (28), wherein each passage hole includes
an inlet bore (34) extending through the sub-
strate (20) from the inlet (30) at the inner surface
(24) to a passage hole-exit (38) proximate to the
outer surface (26), with the inlet bore (34) termi-
nating in a chevron outlet (32) adjacent the hole-
exit (38), said chevron outlet (32) comprising a
pair of wing troughs (42,44) having a common
surface region (46) between them;

wherein the common surface region (46) comprises
a valley (48) which is adjacent the hole-exit (38); and
a plateau (50) adjacent the valley (48).

2. The article of claim 1, wherein:

each passage hole (28) is inclined between the
inner and the outer surface (24,26);
the wing troughs (42,44) diverge longitudinally
between the passage hole and the outer sur-
face, and laterally along the common surface
region (46); and
the shape and size of the plateau (50) and its
surrounding common surface region (46) max-
imizes diffusion of cooling air channeled through
the passage holes (28) from the inner surface
to the outer surface, with minimal flow separa-
tion of the cooling air from the outer surface (26).

3. The article of claim 2, wherein the inlet bore (34)
terminates below the outer surface (26); and the
troughs (42,44) decrease in depth along the common
surface region (46) in a direction away from the inner
surface (24), to blend with the outer surface.

4. The article of any of the preceding claims, wherein
the plateau (50) is generally in the shape of a triangle
or a trapezoid.

5. The article of any of the preceding claims, wherein
the plateau (60) is generally in the shape of a triangle;
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and a vertex of the triangle-shaped plateau lies gen-
erally in a mid-point area between the two troughs
(66,68), and above a portion of the common surface
region (62), said vertex generally pointing toward the
hole exit.

6. The article of any of the preceding claims, wherein
at least one coating (126) is disposed on the outer
surface (124); and at least a portion of each passage
hole (123) is formed through the coating.

7. The article of claim 6, wherein the coating is a coating
system comprising a ceramic TBC over a metallic
coating; and the passage hole (123) is formed
through the coating system.

8. The article of any of the preceding claims, wherein
the substrate (20) is a gas turbine engine wall.

9. The article of any of the preceding claims, wherein
each passage hole (28) is formed by a technique
selected from the group consisting of a water jet cut-
ting process; an electro-discharge machining (EDM)
process, a laser-drilling process, and combinations
thereof.

10. A method for the formation of a row or other pattern
of passage holes (28) in a substrate (20) which in-
cludes an inner surface (24) and an outer surface
(26) spaced from the inner suface, and further com-
prises an inlet bore (34) extending at least partially
between the two surfaces, said inlet bore terminating
in a chevron outlet (32) adjacent a hole-exit (38) prox-
imate to the outer surface (26), wherein the chevron
outlet comprises a pair of wing troughs (42,44) hav-
ing a common surface region (46) between them,
said common surface region comprising a valley (48)
adjacent the hole-exit (38), and a plateau (50) adja-
cent the valley,
wherein said method comprises forming each inlet
bore (34) and chevron outlet (32) by directing a con-
tacting device or a contacting medium to a pre-se-
lected region of the substrate (20), in a computer-
controlled single- or repeated plunging motion,
sweeping motion, or combined plunging-and-
sweeping motion.

11. The method of claim 10, wherein the contacting de-
vice comprises a wire electrode which is operatively
connected to and guided by an electro-discharge
machining (EDM) device.

12. The method of claim 10, wherien the contacting me-
dium comprises water from a water jet cutting device.

13. The method of claim 10, wherein the contacting me-
dium comprises a laser beam from a laser drilling
apparatus.
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