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Description

FIELD

[0001] The present disclosure is directed to a system
and a method for creation of a sheet structure using a
cold-spray deposition technique.

BACKGROUND

[0002] Gas turbine engines include multiple compo-
nents, a portion of which are formed as sheet structures.
These sheet structures are currently hot or cold formed
using dies. The dies include a relatively durable material
that is capable of withstanding the temperature, pres-
sure, and other loads applied to the die via the selected
forming operation. The material used in the dies may be
relatively expensive. Furthermore, formation of dies is a
relatively time-consuming and expensive process. The
lead time and expense of forming the dies increases as
the complexity, such as complex contours and size, of
the desired part increases.
[0003] US 2006/108031 A1 discloses a process for
forming an article, comprising the steps of providing a
mandrel having a net shape of the article to be made,
depositing a powdered metal material onto the mandrel,
and removing the material forming the mandrel to leave
a free standing monolithic article.
[0004] US 2014/277669 A1 discloses a method of pro-
ducing a component by additive manufacturing.
[0005] T. Hussain et al in "Corrosion Behavior of Cold
Sprayed Titanium Coatings and Free Standing Depos-
its", JOURNAL OF THERMAL SPRAY TECHNOLOGY.,
vol. 20, no. 1-2, 11 August 2010 (2010-08-11), pp.
260-274 and US 2006/166020A1 disclose methods of
manufacturing free-standing structures by using cold-
spraying.

SUMMARY

[0006] Disclosed herein is a method for forming a sheet
structure as claimed in claim 1. In any of the foregoing
embodiments, the sheet structure has a thickness be-
tween 0.127 millimeters (5 thousandths of an inch) and
25.4 millimeters (1 inch).
[0007] Any of the foregoing embodiments may also in-
clude forming the tool via additive manufacturing.
[0008] Any of the foregoing embodiments may also in-
clude preparing a model of the tool using a computer,
and controlling a robot to form the tool based on the model
of the tool.
[0009] In any of the foregoing embodiments, removing
the at least one layer of material from the formation sur-
face includes removing the at least one layer via at least
one of applying physical force to the at least one layer of
material in a direction away from the formation surface,
applying a releasing agent between the at least one layer
of material and the formation surface, increasing a tem-

perature of the tool, or etching the at least one layer of
material from the formation surface using an acid or other
chemically reactive material.
[0010] Any of the foregoing embodiments may also in-
clude removing a portion of the formation surface of the
tool to form a recess in the formation surface, wherein
depositing the at least one layer of material on the for-
mation surface further includes depositing a greater
amount of material in the recess on the formation surface
such that the sheet structure has a greater thickness at
a location corresponding to the recess.
[0011] Also described is a system for forming a sheet
structure as claimed in claim 7. Any of the foregoing em-
bodiments may also include a computer configured to
generate a model of the tool.
[0012] Any of the foregoing embodiments may also in-
clude a robot configured to create the tool based on the
model of the tool.
[0013] Any of the foregoing embodiments may also in-
clude an additive manufacturing machine, wherein the
robot is configured to form the tool using the additive
manufacturing machine.
[0014] In any of the foregoing embodiments, the
means for separating the material from the formation sur-
face includes at least one of a mechanical tool usable to
pry the material from the formation surface, a releasing
agent configured to be applied between the material and
the formation surface to separate the material from the
formation surface, a heater configured to heat the forma-
tion surface to a sufficient temperature to separate the
material from the formation surface, or an acid or other
chemically reactive material configured to be applied to
at least one of the material or the formation surface to
etch the material from the formation surface.
[0015] 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

[0016] Various features will become apparent to those
skilled in the art from the following detailed description
of the disclosed, non-limiting, embodiments. The draw-
ings that accompany the detailed description can be
briefly described as follows:

FIG. 1 is a schematic cross-section of a gas turbine
engine, in accordance with various embodiments;

FIG. 2 is a flowchart illustrating a method for forming
a sheet structure usable in the gas turbine engine of
FIG. 1 using a cold-spray deposition technique, in
accordance with various embodiments;
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FIG. 3 is a block diagram illustrating a system for
forming a sheet structure using a cold-spray depo-
sition technique, in accordance with various embod-
iments;

FIG. 4A is a drawing of a tool used for forming a
sheet structure using a cold-spray deposition tech-
nique, in accordance with various embodiments;

FIG. 4B is a drawing of the tool of FIG. 4A having an
interface coating for receiving a cold-spray deposit,
in accordance with various embodiments;

FIG. 4C is a drawing of a sheet structure using the
tool and interface coating of FIG. 4B, formed in ac-
cordance with the inventive method;

FIG. 5A is a drawing of a tool having a recess in a
formation surface for forming a sheet structure with
a feature having a greater thickness relative to other
portions of the sheet structure, not according to the
claims;

FIG. 5B is a drawing of the sheet structure with the
feature formed using the tool of FIG. 5A, not accord-
ing to the claims;

FIG. 6 is a drawing of multiple portions of the sheet
structure of FIG. 5B having ribs of various shapes,
not according to the claims;

FIG. 7A is a drawing of a portion of an exhaust duct
of an aircraft, in accordance with various embodi-
ments;

FIG. 7B is a drawing of two duct segments of the
exhaust duct of FIG. 7A formed using a cold-spray
deposition technique and having flanges for coupling
purposes, in accordance with various embodiments;
and

FIG. 7C is a drawing of one of the duct segments of
FIG. 7B illustrating features of the duct segment and
the corresponding flange, in accordance with various
embodiments.

DETAILED DESCRIPTION

[0017] As used herein, "aft" refers to the direction as-
sociated with the exhaust (e.g., the back end) of a gas
turbine engine. As used herein, "forward" refers to the
direction associated with the intake (e.g., the front end)
of a gas turbine engine.
[0018] As used herein, "radially outward" refers to the
direction generally away from the axis of rotation of a
turbine engine. As used herein, "radially inward" refers
to the direction generally towards the axis of rotation of
a turbine engine.

[0019] In various embodiments and with reference to
FIG. 1, a gas turbine engine 20 is provided. The gas
turbine engine 20 may be a two-spool turbofan that gen-
erally incorporates a fan section 22, a compressor sec-
tion 24, a combustor section 26 and a turbine section 28.
Alternative engines may include, for example, an aug-
mentor section among other systems or features. In op-
eration, the fan section 22 can drive coolant (e.g., air)
along a bypass flow path B while the compressor section
24 can drive coolant along a core flow path C for com-
pression and communication into the combustor section
26 then expansion through the turbine section 28. Al-
though depicted as a two-spool turbofan gas turbine en-
gine 20 herein, it should be understood that the concepts
described herein are not limited to use with two-spool
turbofans as the teachings may be applied to other types
of turbine engines including turbojet, turboprop, tur-
boshaft, or power generation turbines, with or without
geared fan, geared compressor or three-spool architec-
tures.
[0020] The gas turbine engine 20 may generally com-
prise a low speed spool 30 and a high speed spool 32
mounted for rotation about an engine central longitudinal
axis A-A’ relative to an engine static structure 36 or en-
gine case via several bearing systems 38, 38-1, and 38-2.
It should be understood that various bearing systems 38
at various locations may alternatively or additionally be
provided, including for example, the bearing system 38,
the bearing system 38-1, and the bearing system 38-2.
[0021] The low speed spool 30 may generally comprise
an inner shaft 40 that interconnects a fan 42, a low pres-
sure compressor 44 and a low pressure turbine 46. The
inner shaft 40 may be connected to the fan 42 through a
geared architecture 48 that can drive the fan 42 at a lower
speed than the low speed spool 30. The geared archi-
tecture 48 may comprise a gear assembly 60 enclosed
within a gear housing 62. The gear assembly 60 couples
the inner shaft 40 to a rotating fan structure. The high
speed spool 32 may comprise an outer shaft 50 that in-
terconnects a high pressure compressor 52 and high
pressure turbine 54. A combustor 56 may be located be-
tween high pressure compressor 52 and high pressure
turbine 54. A mid-turbine frame 57 of the engine static
structure 36 may be located generally between the high
pressure turbine 54 and the low pressure turbine 46. Mid-
turbine frame 57 may support one or more bearing sys-
tems 38 in the turbine section 28. The inner shaft 40 and
the outer shaft 50 may be concentric and rotate via bear-
ing systems 38 about the engine central longitudinal axis
A-A’, which is collinear with their longitudinal axes. As
used herein, a "high pressure" compressor or turbine ex-
periences a higher pressure than a corresponding "low
pressure" compressor or turbine.
[0022] The airflow of core flow path C may be com-
pressed by the low pressure compressor 44 then the high
pressure compressor 52, mixed and burned with fuel in
the combustor 56, then expanded over the high pressure
turbine 54 and the low pressure turbine 46. The turbines
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46, 54 rotationally drive the respective low speed spool
30 and high speed spool 32 in response to the expansion.
[0023] The gas turbine engine 20 may be, for example,
a high-bypass ratio geared engine. In various embodi-
ments, the bypass ratio of the gas turbine engine 20 may
be greater than about six (6). In various embodiments,
the bypass ratio of the gas turbine engine 20 may be
greater than ten (10). In various embodiments, the
geared architecture 48 may be an epicyclic gear train,
such as a star gear system (sun gear in meshing engage-
ment with a plurality of star gears supported by a carrier
and in meshing engagement with a ring gear) or other
gear system. The geared architecture 48 may have a
gear reduction ratio of greater than about 2.3 and the low
pressure turbine 46 may have a pressure ratio that is
greater than about five (5). In various embodiments, the
bypass ratio of the gas turbine engine 20 is greater than
about ten (10:1). In various embodiments, the diameter
of the fan 42 may be significantly larger than that of the
low pressure compressor 44, and the low pressure tur-
bine 46 may have a pressure ratio that is greater than
about five (5:1). The low pressure turbine 46 pressure
ratio may be measured prior to the inlet of the low pres-
sure turbine 46 as related to the pressure at the outlet of
the low pressure turbine 46 prior to an exhaust nozzle.
It should be understood, however, that the above param-
eters are exemplary of various embodiments of a suitable
geared architecture engine and that the present disclo-
sure contemplates other gas turbine engines including
direct drive turbofans. A gas turbine engine may com-
prise an industrial gas turbine (IGT) or a geared engine,
such as a geared turbofan, or non-geared engine, such
as a turbofan, a turboshaft, or may comprise any gas
turbine engine as desired.
[0024] In various embodiments, the low pressure com-
pressor 44, the high pressure compressor 52, the low
pressure turbine 46, and the high pressure turbine 54
may comprise one or more stages or sets of rotating
blades and one or more stages or sets of stationary vanes
axially interspersed with the associated blade stages but
non-rotating about engine central longitudinal axis A-A’.
The compressor and turbine sections 24, 28 may be re-
ferred to as rotor systems. Within the rotor systems of
the gas turbine engine 20 are multiple rotor disks, which
may include one or more cover plates or minidisks. Mi-
nidisks may be configured to receive balancing weights
or inserts for balancing the rotor systems.
[0025] Various components of gas turbine engine 20
may include one or more sheet structures. A sheet struc-
ture may include a relatively flat structure having a fairly
broad surface relative to its thickness. For example, a
sheet structure may have a thickness between 0.0.254
millimeters (10 thousandths of an inch) and 12.7 millim-
eters (0.5 inches), or between 0.0.381 millimeters (15
thousandths of an inch) and 6.35 millimeters (250 thou-
sandths of an inch).
[0026] Conventional processes for manufacturing
such sheet structures are relatively expensive and time-

consuming. Referring to FIG. 2, a method 200 for forming
a sheet structure using a cold-spray process is shown.
Formation of a sheet structure using the method 200 may
be less expensive and less time-consuming than con-
ventional processes. In various embodiments, the meth-
od 200 may be used to form sheet structures having a
relatively large size. For example, the method 200 may
be used to form sheet structures having a surface area
of at least 2.54 cm2 (1 inch squared) (2.54 centimeters
squared (cm2), 1 in.2), 25.4 cm2(10 in.2), 91.44 cm2 (36
in.2), or 254 cm2 (100 in.2).
[0027] In block 202, a computer is used to create a
model of a tool. A computer may include a processor, a
memory, and input device, and an output device. A com-
puter may include one or more computers having proc-
essors and one or more tangible, non-transitory memo-
ries and be capable of implementing logic. The proces-
sor(s) can be a general purpose processor, a digital sig-
nal processor (DSP), an application specific integrated
circuit (ASIC), a field programmable gate array (FPGA),
a graphical processing unit (GPU), or other programma-
ble logic device, discrete gate or transistor logic, discrete
hardware components, or any combination thereof. The
memory may be any non-transitory memory capable of
storing data. For example, the memory may store instruc-
tions to be executed by the processor, may store mode-
ling software, may store a model of a component, or the
like. The input device may include, for example, a mouse,
a keyboard, a microphone, or the like. The output device
may include, for example, a display, a speaker, an in-
put/output port, or the like.
[0028] The tool may include a formation surface on
which a material of the sheet structure is deposited. In
that regard, the tool may be modeled such that the for-
mation surface corresponds to a desired shape of the
sheet structure. The tool may be modeled using any
three-dimensional modeling software such as Solid-
Works™, available from Dassault Systèmes of Velizy-
Villacoublay, France.
[0029] The tool may include any material having suffi-
cient yield strength to resist the formation in response to
receiving spray from a cold-spray gun. As will be de-
scribed below, a cold-spray deposition technique deliv-
ers material at a relatively low temperature. Accordingly,
the tool may include materials having a relatively low ther-
mal resistance, which may result in lower cost of the tools.
For example, the tool may include a metal, a plastic, or
another compound material such as nylon, polymers,
high-temperature resins, aluminum, low melt alloys, or
the like. A low melt alloy may include any metallic alloy
that has a melting temperature of 233 degrees Celsius
(C) (450 degrees Fahrenheit) (450 degrees F, 233 de-
grees Celsius (C)) or below. For example, a low melt
alloy may include one or more of bismuth, lead, tin, cad-
mium, indium, and the like. Selection of a material for the
tool may be based considering the cost of the material
of the tool and a durability of the tool.
[0030] In block 204, a robot is controlled to form the
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tool based on the computer-generated model. The tool
may be formed using additive manufacturing, such as
stereolithography. In that regard, the robot may be an
additive manufacturing device, such as a 3-D printer,
connected to the computer. The computer may be elec-
trically coupled to the additive manufacturing device such
that the device forms the tool based on the model. In
various embodiments, the robot may include a machine
separate from the additive manufacturing device and
may independently control the additive manufacturing
device based on the computer-generated model. In var-
ious embodiments, a user may receive the model from
the computer and may manually provide information cor-
responding to the model to an additive manufacturing
device.
[0031] In block 206, an interface coating is applied to
the formation surface of the tool. The interface coating
may include, for example, a metal formed on the forma-
tion surface using electroplating. The interface material
may include, for example, an epoxy or low melt alloy. In
that regard, the interface coating may provide various
benefits such as erosion protection of the tool, thermal
protection of the tool, generation of a desired surface
finish or feature, facilitation of separation of the sheet
structure from the tool, and increased rigidity and resist-
ance to deformation resulting from contact with relatively
high-velocity spray from a cold-spray gun. In that regard,
the formation surface of the tool may include one or both
of the interface material or the material of the tool.
[0032] In various embodiments, it may be desirable to
form one or more features, such as ribs, in the sheet
structure that have great thickness relative to other por-
tions of the sheet structure. In order to form the feature,
a portion of the formation surface may be removed to
form one or more recess in the formation surface in block
208. In response to the sheet structure material being
cold-sprayed onto the formation surface, additional ma-
terial may collect in the recess such that the correspond-
ing part of the sheet structure has a greater thickness at
the location corresponding to the recess. In various em-
bodiments, the tool may be formed to have the recess
such that removal of a portion of the formation surface
is optional.
[0033] In block 210, at least one layer of material may
be cold-sprayed onto the formation surface (or the inter-
face coating) using a cold-spray deposition technique
that utilizes a cold-spray gun. A cold-spray deposition
technique is based on direct additive deposition of fine
metallic particles that are accelerated to supersonic
speeds using inert gas and a cold-spray gun. Inert gas
may include at least one of an inert gas, air, or a less
reactive gas, such as nitrogen. The cold-spray gun out-
puts a gas that includes the metallic particles and the
inert gas. The output gas is directed towards the forma-
tion surface. The kinetic energy used in the process en-
ables bonding of the metallic particles to each other on
the formation surface of the tool, allowing the metallic
particles to bind together to form the sheet structure. In

various embodiments, the inert gas may be heated to a
temperature that is between 204.4 degrees C (400 de-
grees F) and 537.8 degrees C (1000 degrees F). The
temperature of the inert gas may, however, remain sig-
nificantly below the melting point of the material of the
metallic particles. In this context, significantly may refer
to 5 percent (5%), or 15%, or 25%.
[0034] In various embodiments, it may be desirable for
the sheet structure to have a greater relative thickness
at particular locations. In that regard, the cold-spray gun
may be used to apply more of the metallic particles to
the particular locations to increase the thickness at the
particular locations.
[0035] In various embodiments, the cold-spray gun
may be controlled by at least one of a computer or a
robot. In that regard, the computer or robot may be pro-
grammed to spray a predetermined amount of the me-
tallic particles at each location of the sheet structure. The
predetermined amount of the metallic particles sprayed
at each location may result in each location of the sheet
structure achieving the desired thickness.
[0036] Using a computer, and an electromechanical
control system that is controlled by the computer, to con-
trol the cold-spray gun may result in a relatively accurate
deposition of the metallic particles. The computer (or a
user) may control such deposition factors as rate of dis-
charge of the metallic particles, a distance from the tool
from which the cold-spray gun is used, and the rate of
movement of the cold-spray gun relative to the tool to
adjust the thickness of the sheet structure.
[0037] A cold-spray gun outputs a relatively narrow
plume of the output gas. This relatively narrow plume
results in an ability to precisely position the metallic par-
ticles where desired.
[0038] The metallic particles used to form the sheet
structure may include various metals and corresponding
alloys such as, for example, titanium, nickel, aluminum
and titanium aluminide alloys, cobalt alloys, or the like.
[0039] In block 212, the at least one layer of material
(corresponding to the sheet structure) may be removed
from the formation surface. This sheet structure may be
removed in a variety of manners. In various embodi-
ments, the sheet structure may be physically manipulat-
ed away from the formation surface by applying a force
to the sheet structure in a direction away from the forma-
tion surface. In various embodiments, this physical ma-
nipulation may be performed by a user grasping a portion
of the sheet structure, may be performed by a user using
a tool, such as a crowbar, to separate the sheet structure
from the tool, or the like. In various embodiments, the
tool may be constructed such that introduction of pres-
surized fluid causes flexure of the tool (potentially includ-
ing the formation surface), thus facilitating release of the
sheet structure. In various embodiments, water or anoth-
er fluid may be introduced between the formation surface
and the sheet structure via capillary action or other
means. In that regard, the fluid may be frozen (and thus
expand), exerting a separating force/pressure to facilitate
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release of the sheet structure.
[0040] In various embodiments, a releasing agent may
be applied between the sheet structure and the tool to
facilitate release of the sheet structure from the formation
surface. The release agent may include, for example,
Boron Nitride (i.e., a hexagonal boron nitride). The re-
lease agent may be applied between the formation sur-
face and the interface coating prior to cold-spray depo-
sition of the metallic particles or after cold-spray deposi-
tion of the metallic particles. The properties of the release
agent may result in a weaker bond between the sheet
structure and the tool, allowing the sheet structure to be
removed from the tool with relative ease. In various em-
bodiments, the release agent may be used and the sheet
structure may still be physically manipulated away from
the formation surface.
[0041] In various embodiments, the combination of the
tool and the sheet structure may be heated to such a
temperature that the sheet structure does not deform yet
the interface coating, deforms or de-bonds from the sheet
structure, facilitating release of the sheet structure. In
various embodiments, the interface coating may include
an adhesive having a melting point above that of the tem-
perature of the cold-spray gas and below that of the sheet
structure. In that regard, the sheet structure and the in-
terface coating may be heated to the melting point of the
interface coating, facilitating release of the sheet struc-
ture. The interface coating may then be reapplied to the
tool prior to a new sheet structure being formed on the
tool.
[0042] In various embodiments, the sheet structure
may be etched from the tool. For example, an acid such
as a Bronsted-Lowry acid or another etching agent or
chemically reactive material may be applied to the tool,
thereby etching the tool away from the sheet structure.
[0043] In various embodiments, additional operations
may be performed on the sheet structure to complete the
part after separation from the tool. For example, the ad-
ditional operations may include machining of interfaces,
welding of the part to additional parts, forming an integral
portion of the sheet structure using a cold-spray deposi-
tion technique with a different tool, or the like.
[0044] Turning now to FIG. 3, a system 300 for imple-
menting the method 200 of FIG. 2 is shown. The system
300 includes a computer 302 in communication with an
additive manufacturing machine 304 and a robot 306. In
various embodiments, the robot 306 may not be present
in the system 300. In various embodiments, the tool may
be made using a machine different from the additive man-
ufacturing machine 304.
[0045] A user may create a model of a tool using the
computer 302. In various embodiments, the model may
be received by the robot 306 and/or the additive manu-
facturing machine 304 which may, in turn, form a tool
308. In various embodiments, a user may provide the
model to the robot 306 and/or the additive manufacturing
machine 304. In various embodiments, a user may man-
ually control the additive manufacturing machine 304 to

create the tool 308.
[0046] The tool 308 is then provided to an electroplat-
ing machine 310 to apply an interface coating 312 on the
tool 308. In various embodiments, the interface coating
312 may be applied via brushing, spraying, or another
device. In various embodiments, the electroplating ma-
chine 310 may be controlled by the computer 302 or by
another computer or robot to form the interface coating
312.
[0047] After the interface coating 312 is applied to the
tool 308, the combined tool 308 and interface coating
312 are subjected to spray from a cold-spray gun 314.
The cold-spray gun 314 directs a gas with metallic par-
ticles 316 towards the tool 308 and the interface coating
312. The gas with metallic particles 316 hits the interface
coating 312 and form one or more layer of material 318
on the interface coating 312. In various embodiments,
the cold-spray gun 314 may be controlled by the compu-
ter 302 and/or by a robot 315. In various embodiments,
the cold-spray gun 314 may be controlled by a separate
computer or may be independently controlled.
[0048] After the material 318 has been applied to the
interface coating 312, the combined tool 308, interface
coating 312, and material 318 are subjected to a sepa-
rating means 320. The separating means 320 may in-
clude any method or structure used to separate the ma-
terial 318 from the interface coating 312 as described
above with reference to block 212 of FIG. 2. The sepa-
rating means 320 separate the material 318 from the in-
terface coating 312. The resulting material 318 corre-
sponds to a sheet structure 322.
[0049] Referring now to FIGS. 4A and 4B, an exem-
plary tool 400 and sheet structure 401 is shown. The tool
400 has a formation surface 402. The formation surface
402 has a shape that corresponds to a desired shape of
the sheet structure 401. The tool 400 includes one or
more pockets 404 positioned within the tool 400 and hav-
ing a material that is different from the remaining material
of the tool 400. The pockets 404 may be designed to
reduce the likelihood of deformation of the tool 400 due
to impact with a relatively high velocity gas from a cold-
spray gun 410. In that regard, the pockets 404 may in-
clude a material having a yield strength that is greater
than that of the remaining portions of the tool 400. For
example, the pockets 404 may include an epoxy or a low
melt alloy.
[0050] An interface coating 406 is applied to the for-
mation surface 402 of the tool 400. The interface coating
406 may provide benefits as described above with refer-
ence to FIG. 2.
[0051] A cold-spray gun 410 deposits metallic particles
onto the interface coating 406 to form one or more layer
of material 408. In order to deposit metallic particles onto
the interface coating 406, the cold-spray gun 410 may
move relative to the tool 400. For example, the cold-spray
gun 410 may move from a first location 412 to a second
location 414, depositing metallic particles at desired
thicknesses along the way.
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[0052] After the desirable amount of material 408 has
been applied to the interface coating 406, the material
408 is separated from the interface coating 406 in one
or more manners as described above with reference to
FIG. 2.
[0053] Referring now to FIGS. 4A, 4B, and 4C, the ma-
terial 408 that is separated from the interface coating 406
is the sheet structure 401. As shown, the sheet structure
401 has a shape that corresponds to the shape of the
formation surface 402. The sheet structure 401 may have
a thickness 416 that corresponds to the amount of me-
tallic particles deposited on the interface coating 406.
The cold-spray gun 410 may achieve the desired thick-
ness 416 in one or more of a variety of manners. For
example, the desired thickness 416 may be achieved by
making a predetermined number of passes over the for-
mation surface 402 with the cold-spray gun 410, may be
achieved by adjusting the rate of flow of gas exiting the
cold-spray gun 410, may be achieved by adjusting the
rate at which the cold-spray gun 410 moves relative to
the formation surface 402, or the like.
[0054] Turning now to FIGS. 5A and 5B, (which in the
absence of an electroplated interface coating do not rep-
resent the invention but reference examples), another
tool 500 may include a formation surface 502 on which
at least one layer of material 508 is directly deposited to
form a sheet structure 501. Stated differently, the tool
500 may not include an interface coating. The formation
surface 502 may have a shape that is similar to the for-
mation surface 402 of FIG. 4A. However, it may be de-
sirable for the sheet structure 501 to have one or more
feature 518 such as a rib.
[0055] In order to form the feature 518, a portion 519
of the formation surface 502 may be removed from the
tool 500 to form a recess 520. In various embodiments,
a tool that includes an interface coating may be manip-
ulated such that a portion of the interface coating and/or
the formation surface 502 is removed from the tool to
form the feature on the sheet structure. In various em-
bodiments, the tool 500 may be formed with the recess
520 in place such that the tool 500 may be used without
removal of any of the tool 500.
[0056] After the portion 519 of the formation surface
502 is removed, a cold-spray gun 510 may deposit me-
tallic particles on the formation surface 502. In various
embodiments, the cold-spray gun 510 may be manipu-
lated across the formation surface 502 to deposit addi-
tional material within the recess 520. In various embod-
iments, the recess 520 may have particular features that
facilitate bonding of the metallic particles within the re-
cess 520. For example, the recess 520 may have an
angle 522 that is greater than 90 degrees. The angle 522
may allow the metallic particles to bond together and en-
tirely fill the recess 520.
[0057] In response to the sheet structure 501 being
separated from the formation surface 502, the metal that
was deposited in the recess 520 may form the feature
518 such as the rib. In various embodiments, the recess

520 may not be completely filled by the material. In that
regard, the sheet structure 501 may have an indentation,
or a volume, where the recess 520 is not completely filled.
[0058] Referring now to FIGS. 5A and 6, the sheet
structure 501 may be formed to have a variety of features
by forming recesses 520 in the tool 500. For example,
the sheet structure 501 may have straight ribs 600 ex-
tending in one direction or two directions parallel to a
surface of the sheet structure 501. The sheet structure
501 may also be formed to have hexagonal ribs 602. The
sheet structure 501 may also be formed to have iso-grid
ribs 604 or circular ribs 606.
[0059] Referring now to FIGS. 7A, 7B, and 7C, the
method 200 may be used to form parts for an annular or
other non-flat structure, such as a portion of an exhaust
duct 700. The exhaust duct 700 may include a first duct
segment 702, a second duct segment 704, a third duct
segment 706, and a fourth duct segment 708. Each of
the duct segments 702, 704, 706, 708 may be formed as
a sheet structure and may have a curved surface. Each
of the duct segments 702, 704, 706, 708 may be coupled
together to form the portion of the exhaust duct 700.
[0060] In order to fasten each of the duct segments
702, 704, 706, 708 together, the ends of the duct seg-
ments 702, 704, 706, 708 may be formed to have a flange
that interfaces with a flange of an adjacent duct segment
702, 704, 706, 708. For example, the fourth duct segment
708 may include a flange 710 designed to interface with
a flange 712 of the third duct segment 706. The flange
710 and the flange 712 may be coupled together via, for
example, welding or use of a fastener 714.
[0061] In order to provide an effective means of tran-
sitioning structural stiffness between relatively thin de-
posited sheet regions of the fourth duct segment 708 and
the flange 710 (which is relatively rigid) of the fourth duct
segment 708, the fourth duct segment 708 may be
formed to have an increasing thickness towards the
flange 710. For example, the fourth duct segment 708
has a first thickness 716 and a second thickness 718.
The second thickness 718 may be closer to the flange
710 than the first thickness 716. The second thickness
718 may be greater than the first thickness 716. The thick-
ness of the fourth duct segment 708 may increase from
the location of the first thickness 716 to the flange 710.
Such tapering can be performed using a known structural
practice and may be integrally formed into the fourth duct
segment 708 via preferential deposition of material.
[0062] This increase in thickness may be formed in a
variety of manners. In various embodiments, a cold-spray
gun may be controlled to deposit the metallic particles at
a faster rate as the cold-spray gun approaches the flange
710, the cold-spray gun may be controlled to make ad-
ditional passes over the corresponding tool as it ap-
proaches the flange 710, the cold-spray gun may be con-
trolled to reduce its rate of movement relative to the tool
as it approaches the flange 710, or the tool may be de-
signed to have a recess that corresponds to the increas-
ing thickness of the fourth duct segment 708.
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[0063] In various embodiments, the flange 710 may be
formed in a variety of manners. For example, the tool
may be designed to have a recess that corresponds to
the flange 710. As another example, the fourth duct seg-
ment 708 may be initially formed without the flange 710
and used in conjunction with a separate tool to form the
flange 710.
[0064] While the disclosure is described with reference
to exemplary embodiments, it will be understood by those
skilled in the art that various changes may be made and
equivalents may be substituted without departing from
the scope of the claims. In addition, different modifica-
tions may be made to adapt the teachings of the disclo-
sure to particular situations or materials, without depart-
ing from the essential scope of the claims. The disclosure
is thus not limited to the particular examples disclosed
herein, but includes all embodiments falling within the
scope of the appended claims.

Claims

1. A method for forming a sheet structure (322; 401),
comprising:

providing a tool (308; 400) having a formation
surface (402) corresponding to a shape of the
sheet structure (322; 401);
depositing at least one layer of metallic material
on the formation surface (402) using a cold-
spray deposition technique; and
removing the at least one layer of material from
the formation surface (402) to create the sheet
structure (322; 401),
characterised in that the method further com-
prises forming an interface coating (312; 406)
on the formation surface (402) via electroplating,
such that depositing the at least one layer of
metallic material includes depositing the at least
one layer of metallic material on the interface
coating (312; 406).

2. The method of claim 1, wherein the sheet structure
(322; 401) has a thickness between 0.127 millime-
ters (5 thousandths of an inch) and 25.4 millimeters
(1 inch).

3. The method of claim 1 or 2, further comprising form-
ing the tool (308; 400) via additive manufacturing.

4. The method of claim 3, further comprising preparing
a model of the tool (308; 400) using a computer (302),
and controlling a robot (306) to form the tool (308;
400) based on the model of the tool (308; 400).

5. The method of any preceding claim, wherein remov-
ing the at least one layer of material from the forma-
tion surface (402) includes removing the at least one

layer via at least one of applying physical force to
the at least one layer of material in a direction away
from the formation surface, applying a releasing
agent between the at least one layer of material and
the formation surface, increasing a temperature of
the tool, or etching the at least one layer of material
from the formation surface using an acid or other
chemically reactive material.

6. The method of any preceding claim, further compris-
ing removing a portion of the formation surface (402)
of the tool (308; 400) to form a recess in the formation
surface (402), wherein depositing the at least one
layer of material on the formation surface (402) fur-
ther includes depositing a greater amount of material
in the recess on the formation surface (402) such
that the sheet structure (322; 401) has a greater
thickness at a location corresponding to the recess.

7. A system for forming a sheet structure, comprising:

a tool (308; 400) having a formation surface
(402) corresponding to a desired shape of the
sheet structure (322; 401);
a cold-spray gun (314) configured to output a
gas including particles of a metallic material to-
wards the formation surface at a velocity suffi-
ciently great to cause the particles of the metallic
material to bond together; and
a means for separating the metallic material
from the formation surface (402) to create the
sheet structure (322; 401),
characterised in that the system further com-
prises an electroplating machine (310) config-
ured to form an interface coating (312; 406) on
the formation surface (402) via electroplating,
such that the particles of the metallic material
contact the interface coating (312; 406) on the
formation surface (402).

8. The system of claim 7, further comprising a computer
(302) configured to generate a model of the tool (308;
400),

9. The system of claim 8, further comprising a robot
(306) configured to create the tool (308; 400) based
on the model of the tool (308; 400).

10. The system of claim 9, further comprising an additive
manufacturing machine (304), wherein the robot
(306) is configured to form the tool (308; 400) using
the additive manufacturing machine (304).

11. The system of any of claims 7 to 10, wherein the
means for separating the material from the formation
surface (402) includes at least one of a mechanical
tool usable to pry the material from the formation
surface (402), a releasing agent configured to be ap-

13 14 



EP 3 339 475 B1

9

5

10

15

20

25

30

35

40

45

50

55

plied between the material and the formation surface
(402) to separate the material from the formation sur-
face (402), a heater configured to heat the formation
surface to a sufficient temperature to separate the
material from the formation surface (402), or an acid
or other chemically reactive material configured to
be applied to at least one of the material or the for-
mation surface (402) to etch the material from the
formation surface (402).

Patentansprüche

1. Verfahren zur Formung einer Folienstruktur (322;
401), umfassend:

Bereitstellen eines Werkzeugs (308; 400) mit ei-
ner Formungsoberfläche (402), die einer Form
der Folienstruktur (322; 401) entspricht;
Abscheiden von mindestens einer Schicht aus
Metallmaterial auf der Formungsoberfläche
(402) unter Verwendung einer Kaltspritzab-
scheidungsmethode; und
Entfernen der mindestens einen Materialschicht
von der Formungsoberfläche (402), um die Fo-
lienstruktur (322; 401) zu erzeugen,
dadurch gekennzeichnet, dass das Verfahren
ferner das Formen einer Grenzflächenbe-
schichtung (312; 406) auf der Formungsoberflä-
che (402) über Galvanotechnik umfasst, sodass
das Abscheiden der mindestens einen Schicht
aus Metallmaterial das Abscheiden der mindes-
tens einen Schicht aus Metallmaterial auf der
Grenzflächenbeschichtung (312; 406) umfasst.

2. Verfahren nach Anspruch 1, wobei die Folienstruktur
(322; 401) eine Dicke zwischen 0,127 Millimeter (5
Tausendstel eines Zolls) und 25,4 Millimeter (1 Zoll)
aufweist.

3. Verfahren nach Anspruch 1 oder 2, ferner umfas-
send das Formen des Werkzeugs (308; 400) über
eine additive Fertigung.

4. Verfahren nach Anspruch 3, ferner umfassend das
Erstellen eines Modells des Werkzeugs (308; 400)
unter Verwendung eines Computers (302), und das
Steuern eines Roboters (306), um das Werkzeug
(308; 400) auf Grundlage des Modells des Werk-
zeugs (308; 400) zu formen.

5. Verfahren nach einem der vorhergehenden Ansprü-
che, wobei das Entfernen der mindestens einen Ma-
terialschicht von der Formungsoberfläche (402) das
Entfernen der mindestens einen Schicht über min-
destens eines der Folgenden einschließt:
Anwenden einer physischen Kraft auf die mindes-
tens eine Materialschicht in einer Richtung weg von

der Formungsoberfläche, Auftragen eines Trennmit-
tels zwischen der mindestens einen Materialschicht
und der Formungsoberfläche, Erhöhen einer Tem-
peratur des Werkzeugs, oder Ätzen der mindestens
einen Materialschicht von der Formungsoberfläche
unter Verwendung einer Säure oder eines anderen
chemisch reaktiven Materials.

6. Verfahren nach einem der vorhergehenden Ansprü-
che, ferner umfassend das Entfernen eines Teils der
Formungsoberfläche (402) des Werkzeugs (308;
400), um in der Formungsoberfläche (402) eine Aus-
sparung zu formen, wobei das Abscheiden der min-
destens einen Materialschicht auf der Formungso-
berfläche (402) ferner das Abscheiden einer größe-
ren Menge von Material in der Aussparung auf der
Formungsoberfläche (402) einschließt, sodass die
Folienstruktur (322; 401) an einer Stelle, die der Aus-
sparung entspricht, eine größere Dicke aufweist.

7. System zur Formung einer Folienstruktur, umfas-
send:

ein Werkzeug (308; 400) mit einer Formungso-
berfläche (402), die einer gewünschten Form
der Folienstruktur (322; 401) entspricht;
eine Kaltspritzpistole (314), die konfiguriert ist,
um ein Gas, einschließend Partikel eines Me-
tallmaterials, an die Formungsoberfläche mit ei-
ner Geschwindigkeit auszugeben, die groß ge-
nug ist, um zu veranlassen, dass die Partikel
des Metallmaterials miteinander verbunden
werden; und
ein Mittel zum Trennen des Metallmaterials von
der Formungsoberfläche (402), um die Folien-
struktur (322; 401) zu erzeugen,
dadurch gekennzeichnet, dass das System
ferner eine Galvanisiermaschine (310) umfasst,
die konfiguriert ist, um eine Grenzflächenbe-
schichtung (312; 406) auf der Formungsoberflä-
che (402) über Galvanotechnik zu formen, so-
dass die Partikel des Metallmaterials die Grenz-
flächenbeschichtung (312; 406) auf der For-
mungsoberfläche (402) berühren.

8. System nach Anspruch 7, ferner umfassend einen
Computer (302), der konfiguriert ist, um ein Modell
des Werkzeugs (308; 400) zu erzeugen.

9. System nach Anspruch 8, ferner umfassend einen
Roboter (306), der konfiguriert ist, um das Werkzeug
(308; 400) auf Grundlage des Modells des Werk-
zeugs (308; 400) zu erzeugen.

10. System nach Anspruch 9, ferner umfassend eine
Maschine (304) zur additiven Fertigung, wobei der
Roboter (306) konfiguriert ist, um das Werkzeug
(308; 400) unter Verwendung der Maschine (304)
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zur additiven Fertigung zu formen.

11. System nach einem der Ansprüche 7 bis 10, wobei
das Mittel zum Trennen des Metallmaterials von der
Formungsoberfläche (402) mindestens eines der
Folgenden einschließt: ein mechanisches Werk-
zeug, das verwendet werden kann, um das Material
von der Formungsoberfläche (402) abzubrechen,
ein Trennmittel, das konfiguriert ist, um zwischen
dem Material und der Formungsoberfläche (402)
aufgetragen zu werden, um das Material von der For-
mungsoberfläche (402) zu trennen, ein Heizele-
ment, das konfiguriert ist, um die Formungsoberflä-
che auf eine Temperatur zu erwärmen, die ausreicht,
um das Material von der Formungsoberfläche (402)
zu trennen, oder eine Säure oder ein anderes che-
misch reaktives Material, das konfiguriert ist, um auf
mindestens eines des Materials oder der Formungs-
oberfläche (402) aufgetragen zu werden, um das
Material von der Formungsoberfläche (402) zu ät-
zen.

Revendications

1. Procédé pour former une structure de feuille (322 ;
401), comprenant :

la fourniture d’un outil (308 ; 400) ayant une sur-
face de formation (402) correspondant à une for-
me de la structure de feuille (322 ; 401) ;
le dépôt d’au moins une couche de matériau mé-
tallique sur la surface de formation (402) à l’aide
d’une technique de dépôt par projection à froid ;
et
le retrait de l’au moins une couche de matériau
de la surface de formation (402) pour créer la
structure de feuille (322 ; 401),
caractérisé en ce que le procédé comprend en
outre la formation d’un revêtement d’interface
(312 ; 406) sur la surface de formation (402) par
galvanoplastie, de sorte que le dépôt de l’au
moins une couche de matériau métallique com-
prend le dépôt de l’au moins une couche de ma-
tériau métallique sur le revêtement d’interface
(312 ; 406).

2. Procédé selon la revendication 1, dans lequel la
structure de feuille (322 ; 401) a une épaisseur com-
prise entre 0,127 millimètres (5 millièmes de pouce)
et 25,4 millimètres (1 pouce).

3. Procédé selon la revendication 1 ou 2, comprenant
en outre la formation de l’outil (308 ; 400) par l’inter-
médiaire d’une fabrication additive.

4. Procédé selon la revendication 3, comprenant en
outre la préparation d’un modèle de l’outil (308 ; 400)

à l’aide d’un ordinateur (302), et la commande d’un
robot (306) pour former l’outil (308 ; 400) sur la base
du modèle de l’outil (308 ; 400).

5. Procédé selon une quelconque revendication pré-
cédente, dans lequel le retrait de l’au moins une cou-
che de matériau provenant de la surface de forma-
tion (402) comprend le retrait de l’au moins une cou-
che par l’intermédiaire d’au moins l’une d’une appli-
cation d’une force physique à l’au moins une couche
de matériau dans une direction opposée à la surface
de formation, de l’application d’un agent de démou-
lage entre l’au moins une couche de matériau et la
surface de formation, de l’augmentation de la tem-
pérature de l’outil, ou de la gravure de l’au moins
une couche de matériau provenant de la surface de
formation à l’aide d’un acide ou d’un autre matériau
chimiquement réactif.

6. Procédé selon une quelconque revendication pré-
cédente, comprenant en outre le retrait d’une partie
de la surface de formation (402) de l’outil (308 ; 400)
pour former un évidement dans la surface de forma-
tion (402), dans lequel le dépôt de l’au moins une
couche de matériau sur la surface de formation (402)
comprend en outre le dépôt d’une plus grande quan-
tité de matériau dans l’évidement sur la surface de
formation (402) de sorte que la structure de feuille
(322 ; 401) a une plus grande épaisseur à un em-
placement correspondant à l’évidement.

7. Système pour former une structure de feuille,
comprenant :

un outil (308 ; 400) ayant une surface de forma-
tion (402) correspondant à une forme souhaitée
de la structure de feuille (322 ; 401) ;
un pistolet de pulvérisation à froid (314) confi-
guré pour émettre un gaz comprenant des par-
ticules d’un matériau métallique vers la surface
de formation à une vitesse suffisamment grande
pour amener les particules du matériau métalli-
que à se lier ; et
un moyen pour séparer le matériau métallique
de la surface de formation (402) afin de créer la
structure de feuille (322 ; 401),
caractérisé en ce que le système comprend en
outre une machine de galvanoplastie (310) con-
figurée pour former un revêtement d’interface
(312 ; 406) sur la surface de formation (402) par
galvanoplastie, de sorte que les particules du
matériau métallique entrent en contact avec le
revêtement d’interface (312 ; 406) sur la surface
de formation (402).

8. Système selon la revendication 7, comprenant en
outre un ordinateur (302) configuré pour générer un
modèle de l’outil (308 ; 400) .
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9. Système selon la revendication 8, comprenant en
outre un robot (306) configuré pour créer l’outil (308 ;
400) sur la base du modèle de l’outil (308 ; 400).

10. Système selon la revendication 9, comprenant en
outre une machine de fabrication additive (304),
dans lequel le robot (306) est configuré pour former
l’outil (308 ; 400) à l’aide de la machine de fabrication
additive (304).

11. Système selon l’une quelconque des revendications
7 à 10, dans lequel le moyen pour séparer le maté-
riau de la surface de formation (402) comprend au
moins l’un d’un outil mécanique utilisable pour ex-
traire le matériau de la surface de formation (402),
d’un agent de libération configuré pour être appliqué
entre le matériau et la surface de formation (402)
pour séparer le matériau de la surface de formation
(402), d’un élément chauffant configuré pour chauf-
fer la surface de formation (402) à une température
suffisante pour séparer le matériau de la surface de
formation (402), ou d’un acide ou d’un autre matériau
chimiquement réactif configuré pour être appliqué à
au moins l’un du matériau ou de la surface de for-
mation (402) pour graver le matériau provenant de
la surface de formation.
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