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Description

FIELD

[0001] The present subject matter relates generally to gas turbine engines, and more particularly, to additively man-
ufactured inlet frames of gas turbine engines.

BACKGROUND

[0002] A gas turbine engine generally includes a fan and a core arranged in flow communication with one another.
Additionally, the core of the gas turbine engine general includes, in serial flow order, a compressor section, a combustion
section, a turbine section, and an exhaust section. In operation, air is provided from the fan to an inlet of the compressor
section where one or more axial compressors progressively compress the air until it reaches the combustion section.
Fuel is mixed with the compressed air and burned within the combustion section to provide combustion gases. The
combustion gases are routed from the combustion section to the turbine section. The flow of combustion gases through
the turbine section drives the turbine section and is then routed through the exhaust section, e.g., to atmosphere.
[0003] Certain gas turbine engines include inlet frames configured to receive and direct airflow to the compressor
section. These inlet frames may define an inlet to the core engine and may include one or more inlet guide vanes (IGV)
which may be used, for example, to modify the airflow directed into the compressor to prevent downstream compressor
rotor blades from stalling or surging. In addition, a plurality of fluid distribution systems and manifolds may be installed
onto the inlet frames for performing various functions. For example, inlet frames may include a water wash manifold
positioned at the inlet for performing a compressor washing operation. In addition, anti-icing manifolds may provide
heated air to areas of the inlet frame that are prone to icing conditions, such as the inlet screen and the IGVs.
[0004] However, these fluid distribution systems and manifolds often require multiple parts resulting in more compli-
cated assembly, increased costs, and decreased reliability. For example, conventional inlet frames include a large
number of fluid manifolds, supply conduits, support structures, spray nozzles, and other parts. Each of these parts must
be individually positioned, oriented, and connected to the supporting structure and the inlet frame, e.g., via brazing,
welding, or another joining method. The manufacturing time and costs associated with the assembly of such an inlet
frame are very high and the likelihood of fluid leaks between the manifolds and conduits is increased due to the number
of joints formed. In addition, manufacturing restrictions limit the number, size, configuration, and position of fluid distri-
bution systems and manifolds that may be included in the inlet frame.
[0005] WO 2014/177790 A1 discloses a turbomachine having an inlet frame comprising a forward annular body and
a rear annular body defining an inlet passageway. On the rear annular body an annular wash manifold is formed defining
an annular wash plenum and having an inlet conduit and a plurality of discharge ports providing fluid communication
between the wash plenum and the inlet passageway. The forward annular body, the rear annular body and the annular
wash manifold are integrally formed as a single component by casting.
[0006] Accordingly, a gas turbine engine with an improved inlet frame would be useful. More specifically, an inlet frame
including fluid distribution systems and manifolds that improve performance and simplify manufacturing and assembly
would be particularly beneficial.

BRIEF DESCRIPTION

[0007] Aspects and advantages of the invention will be set forth in part in the following description, or may be obvious
from the description, or may be learned through practice of the invention.
[0008] In one exemplary embodiment of the present disclosure, a gas turbine engine as defined in claim 1 is provided.
The gas turbine engine defines an axial direction, a radial direction, and a circumferential direction and includes a
compressor defining a compressor inlet and being rotatable about the axial direction for pressurizing an airflow. The
inlet frame includes a forward annular body and a rear annular body spaced apart from the forward annular body to
define an inlet passageway in fluid communication with the compressor inlet. The inlet frame also includes an annular
wash manifold defining an annular wash plenum and an inlet conduit defining a wash fluid passageway in fluid commu-
nication with the annular wash plenum. A plurality of discharge ports are defined by the rear annular body, the plurality
of discharge ports providing fluid communication between the annular wash plenum and the inlet passageway.
[0009] In another exemplary aspect of the present disclosure, a method for manufacturing an inlet frame of a gas
turbine engine as defined in claim 12 is provided. The method includes depositing a layer of additive material on a bed
of an additive manufacturing machine and selectively directing energy from an energy source onto the layer of additive
material to fuse a portion of the additive material and form the inlet frame. The inlet frame includes a forward annular
body and a rear annular body spaced apart from the forward annular body to define an inlet passageway. The inlet frame
further includes an annular wash manifold defining an annular wash plenum and an inlet conduit defining a wash fluid
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passageway in fluid communication with the annular wash plenum. A plurality of discharge ports are defined by the rear
annular body, the plurality of discharge ports providing fluid communication between the annular wash plenum and the
inlet passageway.
[0010] These and other features, aspects and advantages of the present invention will become better understood with
reference to the following description and appended claims. The accompanying drawings, which are incorporated in
and constitute a part of this specification, illustrate embodiments of the invention and, together with the description,
serve to explain the principles of the invention.

BRIEF DESCRIPTION OF THE DRAWINGS

[0011] A full and enabling disclosure of the present invention, including the best mode thereof, directed to one of
ordinary skill in the art, is set forth in the specification, which makes reference to the appended figures.

FIG. 1 is a schematic cross-sectional view of an exemplary turboprop engine according to various embodiments of
the present subject matter.
FIG. 2 provides a perspective view of an inlet frame and an inlet screen installed on a high pressure compressor of
a turboprop engine according to an exemplary embodiment of the present subject matter with various details removed
for clarity.
FIG. 3 is a schematic cross-sectional view of the exemplary inlet frame of FIG. 2 according to an exemplary em-
bodiment of the present subject matter.
FIG. 4 provides a perspective view of an additively manufactured inlet frame, such as the exemplary inlet frame of
FIG. 2 according to an exemplary embodiment of the present subject matter.
FIG. 5 provides a front view of the exemplary inlet frame of FIG. 4 with portions of the inlet frame shown in phantom
to reveal various integral fluid distribution systems according to an exemplary embodiment of the present subject
matter.
FIG. 6 provides a cross-sectional view of the exemplary inlet frame of FIG. 4, taken along Line 6-6 of FIG. 5.
FIG. 7 provides another perspective cross-sectional view of the exemplary inlet frame of FIG. 4.
FIG. 8 provides a cross-sectional view of a vane heating plenum and an inlet guide vane according to an exemplary
embodiment of the present subject matter.
FIG. 9 is a method of manufacturing an inlet frame according to an exemplary embodiment of the present subject
matter.
FIG. 10 is a method of heating an inlet screen of an inlet frame of a turboprop engine according to an exemplary
embodiment of the present subject matter.

[0012] Repeat use of reference characters in the present specification and drawings is intended to represent the same
or analogous features or elements of the present invention.

DETAILED DESCRIPTION

[0013] Reference will now be made in detail to present embodiments of the invention, one or more examples of which
are illustrated in the accompanying drawings. The detailed description uses numerical and letter designations to refer
to features in the drawings. Like or similar designations in the drawings and description have been used to refer to like
or similar parts of the invention. As used herein, the terms "first", "second", and "third" may be used interchangeably to
distinguish one component from another and are not intended to signify location or importance of the individual compo-
nents. The terms "upstream" and "downstream" refer to the relative direction with respect to fluid flow in a fluid pathway.
For example, "upstream" refers to the direction from which the fluid flows, and "downstream" refers to the direction to
which the fluid flows. Furthermore, as used herein, terms of approximation, such as "approximately," "substantially," or
"about," refer to being within a ten percent margin of error.
[0014] The present disclosure is generally directed to an inlet frame and a method of additively manufacturing the
same. The inlet frame includes a forward annular body spaced apart from a rear annular body to define an inlet pas-
sageway in fluid communication with a compressor inlet. The inlet frame defines integral wash manifolds and discharge
ports for directing a flow of wash fluid directly through the compressor inlet. In addition, inlet frame may define one or
more integral annular heating plenums in fluid communication with a hot air source for heating regions of the inlet frame
that are prone to icing conditions.
[0015] Referring now to the drawings, FIG. 1 is a schematic cross-sectional view of a gas turbine engine in accordance
with an exemplary embodiment of the present disclosure. More particularly, for the embodiment of FIG. 1, the gas turbine
engine is a reverse flow turboprop engine 10, referred to herein as "turboprop engine 10." As shown in FIG. 1, turboprop
engine 10 defines an axial direction A (extending parallel to a longitudinal centerline or central axis 12 provided for
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reference), a radial direction R, and a circumferential direction C (not shown) disposed about the axial direction A.
Turboprop engine 10 generally includes a propeller section 14 and a core turbine engine 16 disposed downstream from
the propeller section 14, the propeller section 14 being operable with, and driven by, core turbine engine 16.
[0016] The exemplary core turbine engine 16 depicted generally includes a substantially tubular outer casing 18
extending generally along axial direction A. Outer casing 18 generally encloses core turbine engine 16 and may be
formed from a single casing or multiple casings. Core turbine engine 16 includes, in a serial flow relationship, a compressor
22, a combustion section 26, an HP turbine 28, an LP turbine 30, and an exhaust section 32. An air flow path generally
extends through compressor 22, combustion section 26, HP turbine 28, LP turbine 30, and exhaust section 32 which
are in fluid communication with each other.
[0017] A high pressure (HP) shaft or spool 34 drivingly connects the HP turbine 28 to the compressor 22. A low
pressure (LP) shaft or spool 36 drivingly connects the LP turbine 30 to propeller section 14 of the turboprop engine 10.
For the embodiment depicted, propeller section 14 includes a variable pitch fan 38 having a plurality of propeller blades
40 coupled to a disk 42 in a spaced apart manner. As depicted, the propeller blades 40 extend outwardly from disk 42
generally along the radial direction R. Each propeller blade 40 is rotatable relative to the disk 42 about a pitch axis P by
virtue of the propeller blades 40 being operatively coupled to a suitable actuation member 44 configured to collectively
vary the pitch of the propeller blades 40 in unison. The propeller blades 40, disk 42, and actuation member 44 are
together rotatable about the longitudinal axis 12 by LP shaft 36 across a power gear box 46. The power gear box 46
includes a plurality of gears for stepping down the rotational speed of the LP shaft 36 to a more efficient rotational fan
speed and is attached to one or both of a core frame or a fan frame through one or more coupling systems. Disk 42 is
covered by a rotatable front hub 48 aerodynamically contoured to promote an airflow through the plurality of propeller
blades 40.
[0018] During operation of the turboprop engine 10, a volume of air 50 passes through blades 40 of fan 38 and is
urged toward a radial inlet 52 of core turbine engine 16. More specifically, turboprop engine 10 includes an inlet frame
54 that defines radial inlet 52 that routes an inlet portion of the flow of air 50 from inlet 52 downstream to compressor
22. Compressor 22 includes one or more sequential stages of compressor stator vanes 60, one or more sequential
stages of compressor rotor blades 62, and an impeller 64. The one or more sequential stages of compressor stator
vanes 60 are coupled to the outer casing 18 and compressor rotor blades 62 are coupled to HP shaft 34 to progressively
compress the flow of air 50. Impeller 64 further compresses air 50 and directs the compressed air 50 into combustion
section 26 where air 50 mixes with fuel. Combustion section 26 includes a combustor 66 which combusts the air/fuel
mixture to provide combustion gases 68.
[0019] Combustion gases 68 flow through HP turbine 28 which includes one or more sequential stages of turbine
stator vanes 70 and one or more sequential stages of turbine blades 72. The one or more sequential stages of turbine
stator vanes 70 are coupled to the outer casing 18 and turbine blades 72 are coupled to HP shaft 34 extract thermal
and/or kinetic energy therefrom. Combustion gases 68 subsequently flow through LP turbine 30, where an additional
amount of energy is extracted through additional stages of turbine stator vanes 70 and turbine blades 72 coupled to LP
shaft 36. The energy extraction from HP turbine 28 supports operation of compressor 22 through HP shaft 34 and the
energy extraction from LP turbine 30 supports operation of propeller section 14 through LP shaft 36. Combustion gases
68 exit turboprop engine 10 through exhaust section 32.
[0020] It should be appreciated that the exemplary turboprop engine 10 depicted in FIG. 1 is by way of example only
and that in other exemplary embodiments, turboprop engine 10 may have any other suitable configuration. For example,
it should be appreciated that in other exemplary embodiments, turboprop engine 10 may instead be configured as any
other suitable turbine engine, such as a turbofan engine, turbojet engine, etc. Furthermore, although turboprop engine
10 described above is an aeronautical gas turbine engine for use in a fixed-wing or rotor aircraft, in other exemplary
embodiments, turboprop engine 10 may be configured as any suitable type of gas turbine engine that used in any number
of applications, such as a land-based, industrial gas turbine engine, or an aeroderivative gas turbine engine.
[0021] In addition, in other exemplary embodiments, the turbine engine may include any suitable number of compres-
sors, turbines, shafts, etc. For example, as will be appreciated, HP shaft 34 and LP shaft 36 may further be coupled to
any suitable device for any suitable purpose. For example, in certain exemplary embodiments, turboprop engine 10 of
FIG. 1 may be utilized to drive a propeller of a helicopter, may be utilized in aeroderivative applications, or may be
attached to a propeller for an airplane. Additionally, in other exemplary embodiments, turboprop engine 10 may include
any other suitable type of combustor, and may not include the exemplary reverse flow combustor depicted.
[0022] Referring still to FIG. 1, turboprop engine 10 includes inlet frame 54 for routing a flow of air into core turbine
engine 16. Although the description below refers to the construction of inlet frame 54, it should be appreciated that inlet
frame 54 is used only for the purpose of explaining aspects of the present subject matter. Indeed, aspects of the present
subject matter may be applied to form inlet frames used in automotive, aviation, maritime, and other industries to assist
in directing a flow of air into an engine to support operation.
[0023] In general, the exemplary embodiments of inlet frame 54 described herein may be manufactured or formed
using any suitable process. However, in accordance with several aspects of the present subject matter, inlet frame 54
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is formed using an additive-manufacturing process, such as a 3-D printing process. The use of such a process allows
inlet frame 54 to be formed integrally, as a single monolithic component. In particular, the manufacturing process allows
inlet frame 54 to be integrally formed and include a variety of features not possible when using prior manufacturing
methods. For example, the additive manufacturing methods described herein enable the manufacture of inlet frames
having various features, configurations, thicknesses, materials, densities, fluid passageways, and mounting structures
not possible using prior manufacturing methods. Some of these novel features are described herein.
[0024] As used herein, the terms "additively manufactured" or "additive manufacturing techniques or processes" refer
generally to manufacturing processes wherein successive layers of material(s) are provided on each other to "build-up,"
layer-by-layer, a three-dimensional component. The successive layers generally fuse together to form a monolithic
component which may have a variety of integral sub-components. Although additive manufacturing technology is de-
scribed herein as enabling fabrication of complex objects by building objects point-by-point, layer-by-layer, typically in
a vertical direction, other methods of fabrication are possible and within the scope of the present subject matter. For
example, although the discussion herein refers to the addition of material to form successive layers, one skilled in the
art will appreciate that the methods and structures disclosed herein may be practiced with any additive manufacturing
technique or manufacturing technology. For example, embodiments of the present invention may use layer-additive
processes, layer-subtractive processes, or hybrid processes.
[0025] Suitable additive manufacturing techniques in accordance with the present disclosure include, for example,
Fused Deposition Modeling (FDM), Selective Laser Sintering (SLS), 3D printing such as by inkjets, laser jets, and binder
jets, Sterolithography (SLA), Direct Selective Laser Sintering (DSLS), Electron Beam Sintering (EBS), Electron Beam
Melting (EBM), Laser Engineered Net Shaping (LENS), Laser Net Shape Manufacturing (LNSM), Direct Metal Deposition
(DMD), Digital Light Processing (DLP), Direct Selective Laser Melting (DSLM), Selective Laser Melting (SLM), Direct
Metal Laser Melting (DMLM), and other known processes.
[0026] The additive manufacturing processes described herein may be used for forming components using any suitable
material. For example, the material may be plastic, metal, concrete, ceramic, polymer, epoxy, photopolymer resin, or
any other suitable material that may be in solid, liquid, powder, sheet material, wire, or any other suitable form or
combinations thereof. More specifically, according to exemplary embodiments of the present subject matter, the additively
manufactured components described herein may be formed in part, in whole, or in some combination of materials
including but not limited to pure metals, nickel alloys, chrome alloys, titanium, titanium alloys, magnesium, magnesium
alloys, aluminum, aluminum alloys, and nickel or cobalt based superalloys (e.g., those available under the name Inconel®
available from Special Metals Corporation). These materials are examples of materials suitable for use in the additive
manufacturing processes described herein, and may be generally referred to as "additive materials."
[0027] In addition, one skilled in the art will appreciate that a variety of materials and methods for bonding those
materials may be used and are contemplated as within the scope of the present disclosure. As used herein, references
to "fusing" may refer to any suitable process for creating a bonded layer of any of the above materials. For example, if
an object is made from polymer, fusing may refer to creating a thermoset bond between polymer materials. If the object
is epoxy, the bond may be formed by a crosslinking process. If the material is ceramic, the bond may be formed by a
sintering process. If the material is powdered metal, the bond may be formed by a melting or sintering process. One
skilled in the art will appreciate that other methods of fusing materials to make a component by additive manufacturing
are possible, and the presently disclosed subject matter may be practiced with those methods.
[0028] In addition, the additive manufacturing process disclosed herein allows a single component to be formed from
multiple materials. Thus, the components described herein may be formed from any suitable mixtures of the above
materials. For example, a component may include multiple layers, segments, or parts that are formed using different
materials, processes, and/or on different additive manufacturing machines. In this manner, components may be con-
structed which have different materials and material properties for meeting the demands of any particular application.
In addition, although the components described herein are constructed entirely by additive manufacturing processes, it
should be appreciated that in alternate embodiments, all or a portion of these components may be formed via casting,
machining, and/or any other suitable manufacturing process. Indeed, any suitable combination of materials and manu-
facturing methods may be used to form these components.
[0029] An exemplary additive manufacturing process will now be described. Additive manufacturing processes fabricate
components using three-dimensional (3D) information, for example a three-dimensional computer model, of the com-
ponent. Accordingly, a three-dimensional design model of the component may be defined prior to manufacturing. In this
regard, a model or prototype of the component may be scanned to determine the three-dimensional information of the
component. As another example, a model of the component may be constructed using a suitable computer aided design
(CAD) program to define the three-dimensional design model of the component.
[0030] The design model may include 3D numeric coordinates of the entire configuration of the component including
both external and internal surfaces of the component. For example, the design model may define the body, the surface,
and/or internal passageways such as openings, support structures, etc. In one exemplary embodiment, the three-di-
mensional design model is converted into a plurality of slices or segments, e.g., along a central (e.g., vertical) axis of
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the component or any other suitable axis. Each slice may define a thin cross section of the component for a predetermined
height of the slice. The plurality of successive cross-sectional slices together form the 3D component. The component
is then "built-up" slice-by-slice, or layer-by-layer, until finished.
[0031] In this manner, the components described herein are fabricated using the additive process, or more specifically
each layer is successively formed, e.g., by fusing or polymerizing a plastic using laser energy or heat or by sintering or
melting metal powder. For example, a particular type of additive manufacturing process may use an energy beam, for
example, an electron beam or electromagnetic radiation such as a laser beam, to sinter or melt a powder material. Any
suitable laser and laser parameters may be used, including considerations with respect to power, laser beam spot size,
and scanning velocity. The build material may be formed by any suitable powder or material selected for enhanced
strength, durability, and useful life, particularly at high temperatures.
[0032] Each successive layer may be, for example, between about 10 mm and 200 mm, although the thickness may
be selected based on any number of parameters and may be any suitable size according to alternative embodiments.
Therefore, utilizing the additive formation methods described above, the components described herein may have cross
sections as thin as one thickness of an associated powder layer, e.g., 10 mm, utilized during the additive formation process.
[0033] In addition, utilizing an additive process, the surface finish and features of the components may vary as need
depending on the application. For example, the surface finish may be adjusted (e.g., made smoother or rougher) by
selecting appropriate laser scan parameters (e.g., laser power, scan speed, laser focal spot size, etc.) during the additive
process, especially in the periphery of a cross-sectional layer which corresponds to the part surface. For example, a
rougher finish may be achieved by increasing laser scan speed or decreasing the size of the melt pool formed, and a
smoother finish may be achieved by decreasing laser scan speed or increasing the size of the melt pool formed. The
scanning pattern and/or laser power can also be changed to change the surface finish in a selected area.
[0034] Notably, in exemplary embodiments, several features of the components described herein were previously not
possible due to manufacturing restraints. However, the present inventors have advantageously utilized current advances
in additive manufacturing techniques to develop exemplary embodiments of such components generally in accordance
with the present disclosure. Additive manufacturing does provide a variety of manufacturing advantages, including ease
of manufacturing, reduced cost, greater accuracy, etc.
[0035] In this regard, utilizing additive manufacturing methods, even multi-part components may be formed as a single
piece of continuous metal, and may thus include fewer sub-components and/or joints compared to prior designs. The
integral formation of these multi-part components through additive manufacturing may advantageously improve the
overall assembly process. For example, the integral formation reduces the number of separate parts that must be
assembled, thus reducing associated time and overall assembly costs. Additionally, existing issues with, for example,
leakage, joint quality between separate parts, and overall performance may advantageously be reduced.
[0036] Also, the additive manufacturing methods described above enable much more complex and intricate shapes
and contours of the components described herein. For example, such components may include thin additively manu-
factured layers and unique fluid passageways with integral mounting features. In addition, the additive manufacturing
process enables the manufacture of a single component having different materials such that different portions of the
component may exhibit different performance characteristics. The successive, additive nature of the manufacturing
process enables the construction of these novel features. As a result, the components described herein may exhibit
improved functionality and reliability.
[0037] Referring now generally to FIGS. 2 through 8, inlet frame 54 is described according to exemplary embodiments
of the present subject matter. As best shown in FIGS. 2 and 3, inlet frame 54 defines an axial direction A1, a radial
direction R1, and a circumferential direction C1 which correspond to the similar directions of turboprop engine 10 when
inlet frame 54 is installed. It should be appreciated that inlet frame 54 is described herein only as an exemplary embodiment
used for explaining aspects of the present subject matter. For clarity, not all portions of inlet frame 54 are illustrated in
the figures, and modifications and variations may be made to inlet frame 54 while remaining within the scope of the
present subject matter.
[0038] Referring now specifically to FIG. 2, a perspective view of inlet frame 54 as used in a gas turbine engine will
be described according to an exemplary embodiment of the present subject matter. Although inlet frame 54 is described
herein as being used in turboprop engine 10, it should be appreciated that inlet frame 54 may be used in other gas
turbine engines and may include various modifications and variations while remaining within the scope of the present
subject matter.
[0039] As illustrated in FIG. 2 and described briefly above, inlet frame 54 is positioned upstream of compressor 22
and defines radial inlet 52 for receiving inlet air into core engine 16. More specifically, inlet frame 54 is generally configured
for routing an inlet portion of the flow of air 50 from inlet 52 downstream to compressor 22. As shown, inlet frame 54
includes an inlet screen 80 positioned over radial inlet 52 for preventing undesirable debris from entering compressor
22 and core engine 16.
[0040] Referring now also to FIG. 3, inlet screen 80 will be described according to an exemplary embodiment. As
illustrated, inlet screen 80 includes a forward inlet screen 82 that extends from an inlet heating plenum 84 (described in
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more detail below) outward along the radial direction R. Forward inlet screen 82 includes a plurality of interwoven tubes
86 defining holes through which inlet air 50 may pass while filtering out unwanted debris. According to the exemplary
embodiment, each tube 86 defines a fluid passageway 88 in fluid communication with inlet heating plenum 84 for receiving
a flow of heated fluid. Although inlet screen 82 is illustrated herein as being an integral portion of inlet frame 54, it should
be appreciated that inlet screen 82 may be a separate component joined with inlet frame 54 in any suitable manner.
[0041] Although tubes 86 are illustrated herein as being interwoven, it should be appreciated that any other suitable
shape, size, and configuration of tubes 86 may be used according to alternative embodiments. For example, tubes 86
may extend parallel to each other along the radial direction R to define flow passageways therebetween for the flow of
air 50 to pass through. In addition, the shape of inlet screen 80 may vary according to alternative embodiments. For
example, forward inlet screen 82 is illustrated as being curved, such that it extends from inlet heating plenum 84 sub-
stantially along the radial direction R before being routed toward the rear annular body 104, e.g., along the axial direction
A. Other shapes and configurations are possible and within the scope of the present subject matter.
[0042] Inlet screen 80 further includes an annular discharge manifold 90 defining one or more discharge ports 92 in
fluid communication with inlet passageway 106 (described in more detail below) for discharging the heating air back into
the flow of air 50. Each of the plurality of interwoven tubes 86 terminates in annular discharge manifold 90. In this manner,
one continuous passageway is defined for receiving a flow of heated fluid, e.g., air bled off of compressor 22, for heating
inlet screen 80 to prevent the formation of ice which can clog inlet 52 or cause other operability issues. More specifically,
a flow of heated air from compressor 22 can pass through inlet heating plenum 84, through tubes 86, and into annular
discharge manifold 90 before being discharged into inlet passageway 106 through discharge ports 92. Although annular
discharge manifold 90 is described herein as being a single manifold extending 360 degrees around the entire inlet
frame 54, it should be appreciated that annular discharge manifold 90 may instead be a plurality of discrete segments
that can operate independently of adjacent segments or may be in fluid communication with adjacent segments.
[0043] In addition, according to exemplary embodiments of the present subject matter, inlet screen 80 may further
include an outer screen 94 that is positioned over radial inlet 52 and extends between annular discharge manifold 90
and rear annular body 104 (described in more detail below) substantially along the axial direction A. According to the
illustrated embodiment, outer screen 94 includes a plurality of interwoven wires 96 that are in thermal communication
with annular discharge manifold 90. More specifically, wires 96 extend from annular discharge manifold 90 such that
heat is conducted through wires 96 to further prevent icing on outer screen 94. It should be appreciated that wires 96
may or may not be integrally formed with annular discharge manifold 90 according to various embodiments.
[0044] Referring now to FIG. 3, a close-up schematic view of the exemplary inlet frame 54 of turboprop engine 10 is
provided. As illustrated, inlet frame 54 includes a forward annular body 102 and a rear annular body 104. Rear annular
body 104 is spaced apart from forward annular body 102 along the axial direction A1 and the radial direction R1 to define
an inlet passageway 106. Inlet passageway 106 generally provides fluid communication between radial inlet 52 of core
turbine engine 16 and a compressor inlet 108 of compressor 22 of turboprop engine 10. It should be appreciated that
as used herein, "forward" and "rear" are used generally to define the relative positioning of components along the axial
direction A1 of inlet frame 54.
[0045] As illustrated, inlet passageway 106 is a radial inlet configured to receive and direct an airflow (indicated by
arrow 50) along a flow path 112 to compressor inlet 108. Inlet passageway 106 generally includes two sections: a radial
section 114 and a transition section 116. Radial section 114 is oriented generally along radial direction R1. In this manner,
the radial inlet 52 of inlet passageway 106 is considered a radial inlet. Transition section 116 is positioned downstream
of radial section 114 and has a generally arcuate or curved shape. Transition section 116 defines a segment of inlet
passageway 106 that transitions the flow path 112 from a generally radial direction R1 to a generally axial direction A1.
Therefore, airflow 50 enters inlet passageway 106 substantially along the radial direction R1 and is transitioned or
redirected to enter compressor inlet 108 substantially along the axial direction A. In this regard, it should be appreciated
that turboprop engine 10 is illustrated herein as a "reverse flow" engine, although other configurations are possible
according to alternative embodiments.
[0046] In addition, referring generally to FIGS. 2 through 4, inlet frame 54 includes a plurality of support struts 118
positioned within inlet passageway 106 and extending between forward annular body 102 and rear annular body 104.
Support struts 118 are generally positioned equidistantly about the circumferential direction C1 to provide structural
support to inlet frame 54. In addition, support struts 118 may be aerodynamically contoured to reduce stagnation of
airflow 50 and improve the transition of airflow 50 between the radial section 114 and the transition section 116 of inlet
passageway 106. According to the illustrated embodiment, inlet frame 54 includes five support struts extending along
greater than half of the length of flow path 112 of inlet passageway 106. However, according to alternative embodiments,
inlet frame 54 may include any suitable number, size, position, and configuration of support struts 118.
[0047] Referring now also to FIGS. 5 through 8, inlet frame 54 may include a plurality of fluid distribution and/or air
supply conduits and plenums for serving various functions. In general, using the additive manufacturing techniques
described herein, some or all of these various fluid circulation features are integrally formed within inlet frame 54 during
a single additive manufacturing process. In addition to reducing the number of necessary components, assembly time,
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costs, and reliability concerns (e.g., related to leaks), integrally forming such features using additive manufacturing may
provide significant performance advantages, some of which will be described below.
[0048] As best illustrated in FIGS. 5 through 7, inlet frame 54 includes an annular wash manifold 130 defining an
annular wash plenum 132. Inlet frame 54 further includes an inlet conduit 134 defining a wash fluid passageway 136 in
fluid communication with annular wash plenum 132. As best illustrated in FIG. 6, inlet conduit 134 is positioned proximate
and/or within a front wall 137 of rear annular body 104 and extends along the radial direction R1 between annular wash
manifold 130 and radial inlet 52 of turboprop engine 10. Front wall 137 and other walls defined throughout inlet frame
54 may be manufactured at any suitable thickness. For example, according to exemplary embodiments, front wall 137
is less than ten millimeters thick and front wall 137 of the illustrated embodiment is about two millimeters thick.
[0049] Inlet conduit 134 may be fluidly coupled to a wash fluid supply 138. In this manner, a flow of wash fluid may
be supplied from wash fluid supply 138, through wash fluid passageway 136, and into annular wash plenum 132. Annular
wash manifold 130 extends along the circumferential direction C1 to distribute the flow of wash fluid around annular
wash plenum 132. Although a single inlet conduit 134 is illustrated (e.g., in FIG. 6), it should be appreciated that more
than one inlet conduit may be used according to alternative embodiments, e.g., spaced apart along the circumferential
direction C1. Furthermore, according to the invention, forward annular body 102, rear annular body 104, annular wash
manifold 130, and inlet conduit 134 are integrally formed as a single monolithic component.
[0050] As best illustrated in FIG. 7, inlet frame 54 further comprises a plurality of discharge ports 140. More specifically,
discharge ports 140 are defined by and integrally formed within rear annular body 104, e.g., using the additive manu-
facturing techniques described herein. In general, discharge ports 140 provide fluid communication between annular
wash plenum 132 and inlet passageway 106. In this manner, when a flow of wash fluid is supplied from wash fluid supply
138 into annular wash manifold 130, the wash fluid is ejected from discharge ports 140 and into compressor 22 of
turboprop engine 10 to perform a washing operation. Discharge ports 140 may have any suitable size, geometry, and
orientation in order to achieve the desired spray volume, cone size, and trajectory. For example, according to the
illustrated embodiment, discharge ports 140 are elongated along the radial direction R1, e.g., such that a spray cone
height covers the entire height of compressor inlet 108.
[0051] Notably, due to manufacturing constraints, conventional wash fluid manifolds were positioned outside the inlet
frame, e.g., at a location radially outside the inlet of the inlet frame. Such a configuration may lead to inefficient cleaning
because the flow of wash fluid would rely on the turning engine to redirect that flow from the radial direction toward the
axial direction for direct contact with the rotor blades and stator vanes of the compressor. In this regard, indirect spray
of wash fluid frequently decreases the effectiveness of the cleaning operation.
[0052] In order to improve the cleaning efficiency of the wash system, discharge ports 140 of inlet frame 54 are
positioned in line of sight with compressor inlet 108. As used herein, "line of sight" is used to refer to the relative positioning
of two components or features that are in direct and unobstructed view of each other. According to another embodiment,
a fluid spray line 142 extends between each of the plurality of discharge ports 140 and a midpoint 144 of compressor
inlet 108 along the radial direction R1. According to one embodiment, fluid spray line 142 is substantially parallel to the
axial direction A1. In this manner, the flow of wash fluid may be ejected from discharge ports 140 directly through
compressor inlet 108 and into compressor 22, e.g., such that it may directly strike and clean stator vanes 60 and rotor
blades 62. According to another embodiment, discharge ports 140 are positioned radially inward of an intersection 146
between forward annular body 102 and a forward edge of a first compressor airfoil 148.
[0053] According to the illustrated embodiment, inlet frame 54 includes fourteen discharge ports 140 equidistantly
spaced about rear annular body 104 along the circumferential direction C1. Notably, using the additive manufacturing
techniques described here, discharge ports 140 may be formed at any suitable position and have any suitable size,
shape, or orientation as needed for performing a specific cleaning operation. For example, discharge ports 140 may be
formed at any suitable position(s), oriented in any suitable angle(s), and may be staggered or radially offset along the
circumferential direction C1 and/or the radial direction R1. By integrating annular wash manifold 130 and inlet conduit
134, and by defining discharge ports 140 in rear annular body 104, the cleaning efficiency and reliability of the wash
system are improved while the overall weight of inlet frame 54 is decreased and maintenance issues and costs are
reduced.
[0054] Referring now generally to FIGS. 2 through 8, inlet frame 54 may further include various anti-icing features
positioned within or proximate regions of inlet frame 54 that are subjected to cold air and have a tendency to form ice
during operation of turboprop engine 10. In general terms, inlet frame 54 may include one or more annular heating
plenums, e.g., which are defined by forward annular body 102. In addition, inlet frame 54 can include a fluid supply
conduit defining a hot fluid passageway in fluid communication with the annular heating plenums. These annular heating
plenums and fluid supply conduits (examples of which will be provided below) are generally configured for providing a
flow is hot air to heat regions of inlet frame 54 to reduce the likelihood if ice build-up or to melt existing ice. For example,
the annular heating plenums may be in fluid communication with a hot air source 150 for providing a flow of heated fluid
to the annular heating plenum. According to the illustrated embodiment, hot air source 150 is compressor 22 of turboprop
engine 10 and the flow of heated fluid is hot, compressed air bled off of compressor 22.
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[0055] For example, according to one embodiment, inlet frame 54 defines an inlet screen 80 (e.g., as described above
and illustrated in FIGS. 2 and 3) configured as a filtering device positioned over inlet 52. Inlet screen 80 is prone to
forming ice due to the very cold temperatures it experiences during operation of turboprop engine 10. Therefore, the
annular heating plenum may be an inlet heating plenum 84 (also described above). Inlet heating plenum 84 is an annular
plenum defined at a radially outer portion of the forward annular body 102 proximate inlet screen 80 of turboprop engine
10. In addition, the fluid supply conduit may be an inlet heating conduit 164 that defines the hot fluid passageway in fluid
communication with inlet heating plenum 84.
[0056] Inlet screen 80 may be heated simply through conductive heating, e.g., via contact with inlet frame 54 proximate
inlet heating plenum 84. Alternatively, inlet screen 80 may define one or more fluid passageways 88 (e.g., such as
described above) in fluid communication with inlet heating plenum 84 for receiving heated air from inlet heating conduit
164. In this manner, for example, a flow of hot, compressed air may be bled off of hot air source 150 (e.g., compressor
22) and passed through inlet heating conduit 164 to inlet heating plenum 84 where it is distributed to various fluid
passageways 88 for heating inlet screen 80.
[0057] As best illustrated in FIGS. 3 and 7, forward annular body 102 may further define a plurality of stiffening ribs
168 within inlet heating plenum 84. Stiffening ribs 168 may be positioned at desired locations circumferentially within
inlet heating plenum 84 for providing necessary structural support to inlet frame 54. In addition, according to exemplary
embodiments, stiffening ribs 168 may be configured for splitting and/or redirecting the flow of heated air to improve the
heating of inlet screen 80.
[0058] Referring to FIG. 8, inlet frame 54 may further include a plurality of inlet guide vanes 180 disposed circumfer-
entially about inlet passageway 106. Inlet guide vanes 180 may be fixed or variable guide vanes having a vane 182
positioned within inlet passageway 106 and a spindle 184 coupled to forward annular body 102. Inlet guide vane 180 is
configured for modifying and guiding airflow 50 to maximize engine performance and to provide safe engine operating
conditions, among other benefits. In particular, inlet guide vane 180 is configured to modify airflow 50 to deliver a defined
preswirl to compressor 22 in accordance with compressor’s 22 operating condition or point. This, for example, may
ensure that an adequate compressor stall/surge margin over a wide operating range is achieved.
[0059] Similar to inlet screen 80, inlet guide vanes 180 are prone to forming ice during operation of turboprop engine
10. Therefore, the annular heating plenum may be a vane heating plenum 186 defined on a forward end (e.g., proximate
compressor inlet 108) of forward annular body 102. In addition, the fluid supply conduit may be a vane heating conduit
188 that defines the hot fluid passageway in fluid communication with vane heating plenum 186. Notably, spindle 184
of each inlet guide vane 180 extends into vane heating plenum 186 for heating. More specifically, for example, forward
annular body 102 may define a plurality of apertures 189 spaced circumferentially about forward annular body 102 and
being in fluid communication with vane heating plenum 186. Each spindle 184 may extend through one of the apertures
189 and into vane heating plenum 186 for heating. As best illustrated in FIG. 6, a bushing may be positioned within each
aperture 189 to protect spindle 184 and annular body 102. Bushings may be made from different metals to withstand
intensive wear and can be easily replaced if needed.
[0060] Inlet guide vanes 180 may be heated simply through conductive heating, e.g., via contact with hot air within
vane heating plenum 186. Alternatively, inlet guide vanes 180 may define one or more fluid passageways 190 in fluid
communication with vane heating plenum 186 for receiving heated air from vane heating conduit 188. In this manner,
for example, a flow of hot, compressed air may be bled off of hot air source 150 (e.g., compressor 22) and passed
through vane heating conduit 188 to vane heating plenum 186 where it is distributed to various fluid passageways 190
for heating inlet guide vanes 180.
[0061] Referring now to FIG. 5, inlet frame 54 may further include an oil drain conduit 194 defined by rear annular
body 104. Oil drain conduit 194 is in fluid communication with an oil collection region 196 of inlet frame 54. For example,
according to one exemplary embodiment, oil drain conduit 194 is positioned at the six o’clock position along the circum-
ferential direction C1 within an A-sump of turboprop engine 10. In this manner, collected oil will fall under the force of
gravity through oil drain conduit 194 to an oil reservoir 198 (FIG. 5) for recycling or disposal. Other positions and
configurations of oil drain conduit 194 are possible and within the scope of the present subject matter.
[0062] It should be appreciated that inlet frame 54 is described herein only for the purpose of explaining aspects of
the present subject matter. For example, inlet frame 54 will be used herein to describe exemplary configurations, con-
structions, and methods of manufacturing inlet frame 54. It should be appreciated that the additive manufacturing tech-
niques discussed herein may be used to manufacture other inlet frames and components for use in any suitable device,
for any suitable purpose, and in any suitable industry. Thus, the exemplary components and methods described herein
are used only to illustrate exemplary aspects of the present subject matter and are not intended to limit the scope of the
present disclosure in any manner.
[0063] Now that the construction and configuration of inlet frame 54 according to an exemplary embodiment of the
present subject matter has been presented, an exemplary method 200 for forming an inlet frame according to an exemplary
embodiment of the present subject matter is provided. Method 200 can be used by a manufacturer to form inlet frame
54, or any other suitable inlet frame. It should be appreciated that the exemplary method 200 is discussed herein only
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to describe exemplary aspects of the present subject matter, and is not intended to be limiting.
[0064] Referring now to FIG. 9, method 200 includes, at step 210, depositing a layer of additive material on a bed of
an additive manufacturing machine. Method 200 further includes, at step 220, selectively directing energy from an energy
source onto the layer of additive material to fuse a portion of the additive material and form an inlet frame of a gas turbine
engine.
[0065] The inlet frame formed at step 220 includes a forward annular body spaced apart from a rear annular body to
define an inlet passageway; an annular wash manifold defining an annular wash plenum; an inlet conduit defining a
wash fluid passageway in fluid communication with the annular wash plenum; and a plurality of discharge ports defined
by the rear annular body and providing fluid communication between the annular wash plenum and the inlet passageway.
Notably, according to the invention, the forward annular body, the rear annular body, the annular wash manifold, and
the inlet conduit are integrally formed as a single monolithic component.
[0066] Method 200 may further include, at step 230, forming an annular heating plenum within the forward annular
body. In addition, a fluid supply conduit may be formed defining a hot fluid passageway in fluid communication with the
annular heating plenum. According to one embodiment, the hot fluid passageway provides fluid communication between
the annular heating plenum and a hot air source, such as a source of compressor bleed air, for providing a flow of heated
fluid to the annular heating plenum.
[0067] Method 200 may further include, at step 240, forming an integral oil drain conduit within the rear annular body.
According to an exemplary embodiment, the oil drain conduit is in fluid communication with an oil collection region of
the inlet frame. It should be appreciated that other fluid distribution manifolds, conduits, and passageways may be
included according to alternative embodiments.
[0068] Referring now to FIG. 10, an exemplary method 300 for heating an inlet screen of an inlet frame of a gas turbine
engine is described. Continuing the example from above, the inlet frame may be inlet frame 54 and the gas turbine
engine may be turboprop engine 10, such that turboprop engine 10 defines an axial direction, a radial direction, and a
circumferential direction. However, it should be appreciated that the exemplary method 300 is discussed herein only to
describe exemplary aspects of the present subject matter, and is not intended to be limiting.
[0069] Referring now to FIG. 10, method 300 includes, at step 310, providing a flow of hot air from a hot air source,
through an inlet heating conduit, and into an inlet heating plenum. Step 320 includes spreading the flow of hot air about
the circumferential direction within the inlet heating plenum and step 330 includes distributing the flow of hot air into a
plurality of tubes that are in fluid communication with the inlet heating plenum and form a forward inlet screen. At step
340, method 300 includes collecting the flow of hot air passed through the plurality of tubes in an annular discharge
manifold. Method 300 further includes, at step 350, discharging the flow of hot air into an inlet passageway defined by
a forward annular body and a rear annular body of the inlet frame, the inlet passageway being in fluid communication
with a compressor inlet of the gas turbine engine.
[0070] FIGS. 9 and 10 depict steps performed in a particular order for purposes of illustration and discussion. Those
of ordinary skill in the art, using the disclosures provided herein, will understand that the steps of any of the methods
discussed herein can be adapted, rearranged, expanded, omitted, or modified in various ways without deviating from
the scope of the present disclosure. Moreover, although aspects of methods 200 and 300 are explained using inlet frame
54 as an example, it should be appreciated that these methods may be applied to manufacture any suitable inlet frame
or component.
[0071] An additively manufactured inlet frame and a method for manufacturing that inlet frame are described above.
Notably, inlet frame 54 may generally include performance-enhancing geometries, cleaning features, and anti-icing
features whose practical implementations are facilitated by an additive manufacturing process, as described below. For
example, using the additive manufacturing methods described herein, the inlet frame may include an improved com-
pressor wash system, anti-icing plenums for the inlet screen and/or inlet guide vanes, and integral oil drain conduits.
These features may be introduced during the design of the inlet frame, such that they may be easily integrated into the
inlet frame during the build process at little or no additional cost. Moreover, the entire inlet frame, including the forward
annular body, the rear annular body, the support struts, the wash manifold, the heating manifold, the various inlet conduits,
and other features can be formed integrally as a single monolithic component.
[0072] This written description uses examples to disclose the invention, including the best mode, and also to enable
any person skilled in the art to practice the invention, including making and using any devices or systems and performing
any incorporated methods. The patentable scope of the invention is defined by the claims, and may include other
examples that occur to those skilled in the art. Such other examples are intended to be within the scope of the claims if
they include structural elements that do not differ from the literal language of the claims, or if they include equivalent
structural elements with insubstantial differences from the literal languages of the claims.
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Parts List

Reference Character Component

10 Turboprop Engine

12 Longitudinal Centerline

14 Fan Section

16 Core Turbine Engine

18 Outer Casing

22 Compressor

26 Combustion Section

28 High Pressure Turbine

30 Low Pressure Turbine

32 Exhaust Section

34 High Pressure Shaft/Spool

36 Low Pressure Shaft/Spool

38 Fan

40 Blades

42 Disc

44 Actuation member

46 Power gear box

48 Front Hub (Fan)

50 Flow of Air

52 Inlet

54 Annular Inlet Frame

60 Stator Vanes (Compressor)

62 Rotor Blades (Compressor)

64 Impeller

66 Combustor

68 Combustion Gases

70 Stator Vanes (Turbine)

72 Turbine Blades (Compressor)

80 Inlet Screen

82 Forward Inlet Screen

84 Inlet Heating Plenum

86 Tubes

88 Fluid Passageways (Inlet Screen)

90 Annular Discharge Manifold

92 Discharge Ports
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(continued)

Reference Character Component

94 Outer Screen

96 Wires

A, A1 Axial Direction

R, R1 Radial Direction

C, C1 Circumferential Direction

P Pitch Axis

102 Forward Annular Body

104 Rear Annular Body

106 Inlet Passageway

108 Compressor Inlet

112 Flow Path

114 Radial Section (Duct)

116 Transition Section (Duct)

118 Support Struts

130 Annular Wash Manifold

132 Annular Wash Plenum

134 Inlet Conduit

136 Wash Fluid Passageway

137 Front Wall

138 Wash Fluid Supply

140 Discharge Ports

142 Fluid Spray Line

144 Radial Midpoint (Compressor)

146 Intersection

148 First Compressor Airfoil

150 Hot Air Source

164 Inlet Heating Conduit

168 Stiffening Ribs

180 Inlet Guide Vanes

182 Vane

184 Spindle

186 Vane Heating Plenum
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Claims

1. A gas turbine engine (10) with an inlet frame (54), the gas turbine engine (10) defining an axial direction (A), a radial
direction (R), and a circumferential direction (C), the gas turbine engine (10) comprising a compressor (22) defining
a compressor inlet (108) and being rotatable about the axial direction (A) for pressurizing an airflow (50), the inlet
frame (54) comprising:

a forward annular body (102);
a rear annular body (104) spaced apart from the forward annular body (102) to define an inlet passageway
(106) in fluid communication with the compressor inlet (108);
an annular wash manifold (130) defining an annular wash plenum (132) integrally formed within the rear annular
body;
an inlet conduit (134) defining a wash fluid passageway (136) in fluid communication with the annular wash
plenum (132); and
a plurality of discharge ports (140) integrally formed with the rear annular body (104), the plurality of discharge
ports (140) providing fluid communication between the annular wash plenum (132) and the inlet passageway
(106), wherein the forward annular body (102), the rear annular body (104), the annular wash manifold (130),
and the inlet conduit (134) are integrally formed as a single monolithic component, wherein the inlet conduit
(134) is integrated within the rear annular body (104) and extends along the radial direction (R) between the
annular wash manifold (130) and a radial inlet (52) of the gas turbine engine (10).

2. The gas turbine engine (10) of claim 1, wherein the plurality of discharge ports (140) are positioned radially inward
of an intersection (146) between the forward annular body (102) and a forward edge of a first compressor airfoil (148).

3. The gas turbine engine (10) of claim 1, wherein a fluid spray line (142) extends between each of the plurality of
discharge ports (140) and a midpoint (144) of the compressor inlet (108) along the axial direction (A), the fluid spray
line (142) being substantially parallel to the axial direction (A).

4. The gas turbine engine (10) of claim 1, wherein the plurality of discharge ports (140) comprises at least three
discharge ports (140).

5. The gas turbine engine (10) of claim 1, wherein the front wall (137) of the rear annular body (104) is less than two
millimeters thick.

6. The gas turbine engine (10) of claim 1, wherein the inlet conduit (134) is one of a plurality of inlet conduits (134)
positioned circumferentially around the rear annular body (104).

(continued)

Reference Character Component

188 Vane Heating Conduit

189 Apertures

190 Fluid Passageways (IGV)

194 Oil Drain Conduit

196 Oil Collecting Region

198 Oil Reservoir

200 Method

210-240 Steps

300 Method

310-350 Steps
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7. The gas turbine engine (10) of claim 1, wherein each of the plurality of discharge ports (140) is elongated along the
radial direction (R).

8. The gas turbine engine (10) of claim 1, further comprising:
an oil drain conduit (194) defined by the rear annular body (104), the oil drain conduit (194) being in fluid commu-
nication with an oil collection region (196) of the inlet frame (54).

9. The gas turbine engine (10) of claim 1, wherein the inlet passageway (106) comprises:

a radial section (114) oriented generally along the radial direction (R); and
a transition section (116) positioned downstream of the radial section (114) and configured to direct the airflow
(50) generally along the axial direction (A).

10. The gas turbine engine (10) of claim 1, further comprising:
a plurality of support struts (118) positioned within the inlet passageway (106) and extending between the forward
annular body (102) and the rear annular body (104).

11. The gas turbine engine (10) of claim 1, wherein the inlet frame (54) comprises a plurality of layers formed by:

depositing a layer of additive material on a bed of an additive manufacturing machine; and
selectively directing energy from an energy source onto the layer of additive material to fuse a portion of the
additive material.

12. A method (200) for manufacturing an inlet frame (54) of a gas turbine engine (10), the method (200) comprising:

depositing a layer of additive material on a bed of an additive manufacturing machine (210); and
selectively directing energy from an energy source onto the layer of additive material to fuse a portion of the
additive material and form the inlet frame (54) comprising:

a forward annular body (102);
a rear annular body (104) spaced apart from the forward annular body (102) to define an inlet passageway
(106);
an annular wash manifold (130) defining an annular wash plenum (132) integrally formed within the rear
annular body;
an inlet conduit (134) defining a wash fluid passageway (136) in fluid communication with the annular wash
plenum; and
a plurality of discharge ports (140) integrally formed with the rear annular body (104), the plurality of discharge
ports (140) providing fluid communication between the annular wash plenum (132) and the inlet passageway
(106), wherein the forward annular body (102), the rear annular body (104), the annular wash manifold
(130), and

the inlet conduit (134) are integrally formed as a single monolithic component, wherein the inlet conduit (134)
is integrated within the rear annular body (104) and extends along the radial direction (R) between the annular
wash manifold (130) and a radial inlet (52) of the gas turbine engine (10).

Patentansprüche

1. Gasturbinenmotor (10) mit einem Einlassrahmen (54), wobei der Gasturbinenmotor (10) eine Axialrichtung (A), eine
Radialrichtung (R) und eine Umfangsrichtung (C) definiert, wobei der Gasturbinenmotor (10) einen Kompressor
(22) aufweist, der einen Kompressor-Einlass (108) definiert und um die Axialrichtung (A) zur Druckbeaufschlagung
eines Luftstroms (50) drehbar ist, wobei der Einlassrahmen (54) aufweist:

einen vorderen ringförmigen Körper (102);
einen hinteren ringförmigen Körper (104), der von dem vorderen ringförmigen Körper (102) beabstandet ist,
um einen Einlassdurchgang (106) in fluidischer Kommunikation mit dem Kompressor-Einlass (108) zu definieren;
eine ringförmige Spülsammelleitung (130), die einen ringförmigen Spülraum (132) bildet, der integral in dem
hinteren ringförmigen Körper ausgebildet ist;
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eine Einlassleitung (134), die einen Spülfluiddurchgang (136) in fluidischer Kommunikation mit dem ringförmigen
Spülraum (132) definiert;
eine Vielzahl von Ausleitungsanschlüssen (140), die integral mit dem hinteren ringförmigen Körper (104) aus-
gebildet sind, wobei die Vielzahl von Ausleitungsanschlüssen (140) eine fluidische Kommunikation zwischen
dem ringförmigen Spülraum (132) und dem Einlassdurchgang (106) bereitstellen, wobei der vordere ringförmige
Körper (102), der hintere ringförmige Körper (104), die ringförmige Spülsammelleitung (130), und die Einlass-
leitung (134) integral als einzelnes monolithisches Bauteil ausgebildet sind, wobei die Einlassleitung (134)
innerhalb des hinteren ringförmigen Körpers (104) integriert ist und sich entlang der Radialrichtung (R) zwischen
der ringförmigen Spülsammelleitung (130) und einem Radialeinlass (52) des Gasturbinenmotors (10) erstreckt.

2. Gasturbinenmotor (10) nach Anspruch 1, wobei die Vielzahl von Ausleitungsanschlüssen (140) radial innerhalb
eines Übergangs (146) zwischen dem vorderen ringförmigen Körper (102) und einer Vorderkante eines ersten
Kompressorflügels (148) positioniert sind.

3. Gasturbinenmotor (10) nach Anspruch 1, wobei eine Fluidsprühleitung (142) sich zwischen jedem der Vielzahl von
Ausleitungsanschlüssen (140) und einem Mittelpunkt (144) des Kompressor-Einlasses (108) entlang der Axialrich-
tung (A) erstreckt, wobei die Fluidsprühleitung (142) im Wesentlichen parallel zu der Axialrichtung (A) ist.

4. Gasturbinenmotor (10) nach Anspruch 1, wobei die Vielzahl von Ausleitungsanschlüssen (140) zumindest drei
Ausleitungsanschlüsse (140) aufweist.

5. Gasturbinenmotor (10) nach Anspruch 1, wobei die Vorderwand (137) des hinteren ringförmigen Körpers (104)
weniger als 2 Millimeter dick ist.

6. Gasturbinenmotor (10) nach Anspruch 1, wobei die Einlassleitung (134) eine einer Vielzahl von Einlassleitungen
(134) ist, die umlaufend um den hinteren ringförmigen Körper (104) positioniert sind.

7. Gasturbinenmotor (10) nach Anspruch 1, wobei jeder der Vielzahl von Ausleitungsanschlüssen (140) entlang der
Radialrichtung (R) länglich ist.

8. Gasturbinenmotor (10) nach Anspruch 1, ferner aufweisend:
eine Ölabführleitung (194), die durch den hinteren ringförmigen Körper (104) definiert wird, wobei die Ölabführleitung
(194) in fluidischer Kommunikation mit einem Ölsammelbereich (196) des Einlassrahmens (54) ist.

9. Gasturbinenmotor (10) nach Anspruch 1, wobei der Einlassdurchgang (106) aufweist:

einen radialen Abschnitt (114), der allgemein entlang der Radialrichtung (R) ausgerichtet ist; und
einen Übergangsabschnitt (116), der stromabwärts des radialen Abschnitts (114) positioniert ist und eingerichtet
ist, den Luftstrom (50) allgemein entlang der Axialrichtung (A) zu richten.

10. Gasturbinenmotor (10) nach Anspruch 1, ferner aufweisend:
eine Vielzahl von Stützstreben (118), die innerhalb des Einlassdurchgangs (106) positioniert sind und sich zwischen
dem vorderen ringförmigen Körper (102) und dem hinteren ringförmigen Körper (104) erstrecken.

11. Gasturbinenmotor (10) nach Anspruch 1, wobei der Einlassrahmen (54) eine Vielzahl von Schichten aufweist, die
gebildet sind durch:

Abscheiden einer Schicht aus additivem Material auf einem Bett einer Maschine zur additiven Fertigung; und
selektives Richten von Energie von einer Energiequelle auf die Schicht des additiven Materials, um einen Teil
des additiven Materials zu schmelzen.

12. Verfahren (200) zur Herstellung eines Einlassrahmens (54) eines Gasturbinenmotors (10), wobei das Verfahren
(200) umfasst:

Abscheiden einer Schicht aus additivem Material auf einem Bett einer Maschine zur additiven Fertigung (210);
und
wahlweises Richten von Energie aus einer Energiequelle auf die Schicht aus additivem Material, um einen Teil
des additiven Materials zu schmelzen und den Einlassrahmen (52) zu bilden, welcher aufweist:
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einen vorderen ringförmigen Körper (102);
einen hinteren ringförmigen Körper (104), der von dem vorderen ringförmigen Körper (102) beabstandet
ist, um einen Einlassdurchgang (106) zu definieren;
eine ringförmige Spülsammelleitung (130), die einen ringförmigen Spülraum (132) bildet, der integral in
dem hinteren ringförmigen Körper ausgebildet ist;
eine Einlassleitung (134), die einen Spülfluiddurchgang (136) in fluidischer Kommunikation mit dem ring-
förmigen Spülraum (132) definiert; und
eine Vielzahl von Ausleitungsanschlüssen (140), die integral mit dem hinteren ringförmigen Körper (104)
ausgebildet sind, wobei die Vielzahl von Ausleitungsanschlüssen (140) eine fluidische Kommunikation
zwischen dem ringförmigen Spülraum (132) und dem Einlassdurchgang (106) bereitstellen, wobei

der vordere ringförmige Körper (102), der hintere ringförmige Körper (104), die ringförmige Spülsammelleitung
(130) und die Einlassleitung (134) integral als einzelnes monolithisches Bauteil ausgebildet sind, wobei die
Einlassleitung (134) innerhalb des hinteren ringförmigen Körpers (104) integriert ist und sich entlang der Radi-
alrichtung (R) zwischen der ringförmigen Spülsammelleitung (130) und einem Radialeinlass (52) des Gastur-
binenmotors (10) erstreckt.

Revendications

1. Moteur à turbine à gaz (10), doté d’un châssis d’admission (54), le moteur de turbine à gaz (10) définissant une
direction axiale (A), une direction radiale (R), et une direction circonférentielle (C), le moteur de turbine à gaz (10)
comprenant un compresseur (22) définissant une admission de compresseur (108) et pouvant tourner autour d’une
direction axiale (A) pour pressuriser un écoulement d’air (50), le châssis d’admission (54) comprenant :

un corps annulaire avant (102) ;
un corps annulaire arrière (104), espacé du corps annulaire avant (102) afin de définir un passage d’admission
(106) présentant une communication de fluide avec l’admission de compresseur (108) ;
un collecteur de lavage annulaire (130) définissant un plénum de lavage annulaire (132) formé d’un seul tenant
dans le corps annulaire arrière ;
un conduit d’admission (134) définissant un passage de fluide de lavage (136) présentant une communication
de fluide avec le plénum de lavage annulaire (132), et
une pluralité d’orifices de refoulement (140) formés d’un seul tenant avec le corps annulaire arrière (104), la
pluralité d’orifices de refoulement (140) fournissant une communication de fluide entre le plénum de lavage
annulaire (132) et le passage d’admission (106), dans lequel le corps annulaire avant (102), le corps annulaire
arrière (104), le collecteur de lavage annulaire (130), et le conduit d’admission (134) sont formés d’un seul
tenant sous la forme d’un seul composant monolithique, et dans lequel le conduit d’admission (134) est intégré
dans le corps annulaire arrière (104) et s’étend le long de la direction radiale (R) entre le collecteur de lavage
annulaire (130) et une admission radiale (52) du moteur à turbine à gaz (10).

2. Moteur à turbine à gaz (10) selon la revendication 1, dans lequel la pluralité d’orifices de refoulement (140) sont
positionnés radialement vers l’intérieur d’une intersection (146) entre le corps annulaire avant (102) et un bord avant
d’une première aube de compresseur (148).

3. Moteur à turbine à gaz (10) selon la revendication 1, dans lequel une ligne de pulvérisation de fluide (142) s’étend
entre chacun de la pluralité d’orifices de refoulement (140) et un point médian (144) de l’admission de compresseur
(108) le long de la direction axiale (A), la ligne de pulvérisation de fluide (142) étant en grande partie parallèle à la
direction axiale (A).

4. Moteur à turbine à gaz (10) selon la revendication 1, dans lequel la pluralité d’orifices de refoulement (140) comprend
au moins trois orifices de refoulement (140).

5. Moteur à turbine à gaz (10) selon la revendication 1, dans lequel la paroi avant (137) du corps annulaire arrière
(104) est d’une épaisseur inférieure à deux millimètres.

6. Moteur à turbine à gaz (10) selon la revendication 1, dans lequel le conduit d’admission (134) est un conduit parmi
la pluralité de conduits d’admission (134) positionnés de manière circonférentielle autour du corps annulaire arrière
(104).
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7. Moteur à turbine à gaz (10) selon la revendication 1, dans lequel chaque orifice parmi la pluralité d’orifices de
refoulement (140) est oblong le long de la direction radiale (R).

8. Moteur à turbine à gaz (10) selon la revendication 1, comprenant en outre :
un conduit de vidange d’huile (194) défini par le corps annulaire arrière (104), le conduit de vidange d’huile (194)
présentant une communication de fluide avec une région de collecte d’huile (196) du châssis d’admission (54).

9. Moteur à turbine à gaz (10) selon la revendication 1, dans lequel le passage d’admission (106) comprend :

une section radiale (114) orientée généralement le long de la direction radiale (R), et
une section de transition (116) positionnée en aval de la section radiale (114) et configurée pour diriger l’écou-
lement d’air (50) généralement le long de la direction axiale (A).

10. Moteur à turbine à gaz (10) selon la revendication 1, comprenant en outre :
une pluralité de montants de support (118) positionnés dans le passage d’admission (106) et s’étendant entre le
corps annulaire avant (102) et le corps annulaire arrière (104).

11. Moteur à turbine à gaz (10) selon la revendication 1, dans lequel le châssis d’admission (54) comprend une pluralité
de couches formées par les étapes suivantes :

déposer une couche de matière additive sur un lit d’une machine de fabrication additive, et
diriger de matière sélective une énergie provenant d’une source d’énergie vers la source de matière additive
afin de faire fondre une portion de la matière additive.

12. Procédé (200) destiné à fabriquer un châssis d’admission (54) d’un moteur à turbine à gaz (10), le procédé (200)
comprenant les étapes suivantes :

déposer une couche de matière additive sur un lit d’une machine de fabrication additive (210), et
diriger de matière sélective une énergie provenant d’une source d’énergie vers la source de matière additive
afin de faire fondre une portion de la matière additive et de former le châssis d’admission (54) comprenant :

un corps annulaire avant (102) ;
un corps annulaire arrière (104), espacé du corps annulaire avant (102) afin de définir un passage d’ad-
mission (106) ;
un collecteur de lavage annulaire (130) définissant un plénum de lavage annulaire (132) formé d’un seul
tenant dans le corps annulaire arrière ;
un conduit d’admission (134) définissant un passage de fluide de lavage (136) présentant une communi-
cation de fluide avec le plénum de lavage annulaire, et
une pluralité d’orifices de refoulement (140) formés d’un seul tenant avec le corps annulaire arrière (104),
la pluralité d’orifices de refoulement (140) fournissant une communication de fluide entre le plénum de
lavage annulaire (132) et le passage d’admission (106), dans lequel le corps annulaire avant (102), le corps
annulaire arrière (104), le collecteur de lavage annulaire (130), et le conduit d’admission (134) sont formés
d’un seul tenant sous la forme d’un seul composant monolithique, et dans lequel le conduit d’admission
(134) est intégré dans le corps annulaire arrière (104) et s’étend le long de la direction radiale (R) entre le
collecteur de lavage annulaire (130) et une admission radiale (52) du moteur à turbine à gaz (10).
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