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(54) CLOSED CHAMBER ABRASIVE FLOW MACHINE SYSTEMS AND METHODS

(57) Systems and methods are provided for viscous
and/or chemically erosive flow machining of work pieces.
In certain examples, a tool for flow machining is dis-
closed. The tool includes a cavity configured to receive
a work piece and one or more inlets and outlets for vis-
cous media flow. Viscous media and/or chemically ero-
sive media can be flowed into the cavity and, via a media
flow path, can be used to machine the work piece.
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Description

BACKGROUND

[0001] The disclosure relates generally to work piece
processing and more specifically, for example, to aircraft
component processing utilizing abrasive flow machining.
[0002] Aircraft components often include complicated
geometries with stringent surface finish requirements.
High throughput and low cost are also desirable in the
manufacturing of such components. Abrasive flow ma-
chining can be used to surface smooth interior channels,
but can round sharp edges, build up residue in bends,
swell the component due to pressure, and currently can
only be used to machine interior surfaces and not exterior
surfaces.

SUMMARY

[0003] In an aspect, there is provided an apparatus as
defined in claim 1. In another aspect, there is provided a
method as defined in claim 11. Optional features of as-
pects are set out in the dependent claims.
[0004] Systems and methods are disclosed herein for
viscous media flow machining tools. In a certain example,
an apparatus can be described and can include a tool
body including a cavity and a work piece holder disposed
within the cavity and configured to receive a work piece.
The apparatus can additionally include a seal door con-
figured to move between a first position allowing access
to the cavity and a second position preventing access to
the cavity, a first viscous media entry configured to couple
to a viscous media source and allow viscous media to
flow into the cavity, and a first viscous media exit config-
ured to allow the viscous media to flow out of the cavity.
The first viscous media entry can be a first point in a
media flow path of the viscous media and the viscous
media exit can be a second point in the media flow path
downstream of the first point. The work piece holder can
be configured to hold the work piece within the media
flow path to be machined by the viscous media.
[0005] In another example, a method can be described
that includes determining a geometry of a tool body com-
prising a cavity and a work piece holder disposed within
the cavity and configured to receive a work piece, deter-
mining a starting geometry of the work piece, determining
characteristics of a viscous media, determining a media
flow path of the viscous media within the cavity when the
work piece holder within the cavity receives the work
piece, and determining machining characteristics of the
media flow path of the viscous media on the work piece.
[0006] The scope of the invention is defined by the
claims, which are incorporated into this section by refer-
ence. A more complete understanding of the disclosure
will be afforded to those skilled in the art, as well as a
realization of additional advantages thereof, by a consid-
eration of the following detailed description of one or more
implementations. Reference will be made to the append-

ed sheets of drawings that will first be described briefly.

BRIEF DESCRIPTION OF THE DRAWINGS

[0007]

Fig. 1 illustrates a viscous media machining tool in
accordance with an example of the disclosure.
Fig. 2 illustrates a front view of a tool body in accord-
ance with an example of the disclosure.
Fig. 3A illustrates a front view of a two part tool body
in accordance with an example of the disclosure.
Fig. 3B illustrates a front view of another tool body
in accordance with an example of the disclosure.
Fig. 4 illustrates a front view of a further tool body in
accordance with an example of the disclosure.
Fig. 5 illustrates a side cutaway view of a viscous
machining tool during operation in accordance with
an example of the disclosure.
Fig. 6 is a flowchart detailing configuring of the media
machining tool in accordance with an example of the
disclosure.
Fig. 7 is a flowchart detailing operation of the viscous
media machining tool in accordance with an example
of the disclosure.

[0008] Examples of the disclosure and their advantag-
es are best understood by referring to the detailed de-
scription that follows. It should be appreciated that like
reference numerals are used to identify like elements il-
lustrated in one or more of the figures.

DETAILED DESCRIPTION

[0009] Systems and techniques for viscous media flow
machining (e.g., abrasive flow machining) and/or chem-
ically erosive flow machining are described in the disclo-
sure herein in accordance with one or more examples.
Such machining can machine interior and/or exterior sur-
faces of components. Additionally, systems and tech-
niques for configuring the flow paths of various tools used
in viscous media flow machining and/or chemically ero-
sive flow machining are also described.
[0010] The systems and techniques described herein
allow for component manufacture, especially for aircraft
components. Such systems and techniques allow for
broader application of flow machining as flow machining
can be used for both interior and exterior surfaces without
swelling. Additionally, such flow machining can be ac-
cordingly configured to allow for desirable geometries
such as edges.
[0011] The tools described herein can be configured
to allow for flow machining of both exterior and interior
surfaces of work pieces. The tools described herein in-
clude cavities specifically configured to direct viscous or
chemically erosive media flow over the outer surfaces of
work pieces to allow for forming and/or machining of the
outer surfaces of the work pieces. Additionally, such con-
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trol can avoid residue, swell, and unintended rounding
of corners of work pieces.
[0012] For the purposes of this disclosure, systems
and techniques described for viscous media machining
may also be used for chemically erosive machining. Fur-
thermore, viscous media and chemically erosive machin-
ing may be used separately or as a combination. As such,
systems and techniques described herein may use only
viscous media, only chemically erosive media, or a com-
bination of both.
[0013] As an illustrative example, Fig. 1 illustrates a
viscous media machining tool in accordance with an ex-
ample of the disclosure. Fig. 1 illustrates an apparatus
or tool 100, which includes tool body 102 and controller
120 communicatively connected to tool body 102 via
communications channel 122.
[0014] Tool body 102 includes a cavity 104. Cavity 104
can be configured to hold work piece 106. In certain ex-
amples, work piece 106 can be held within cavity 104 by
one or more work piece holders. The work piece holders
can hold work piece 106 in a substantially stable position
while viscous media flows through cavity 104. Access to
cavity 104 is controlled by seal door 116. When seal door
116 is open, cavity 104 can be accessed and, thus, work
piece 106 can be loaded into cavity 104. When seal door
116 is closed, cavity 104 can be sealed except for flow
of viscous media into cavity 104. Thus, when seal door
116 is closed, viscous media can flow within cavity 104
and machine and/or form work piece 106.
[0015] Cavity 104 is connected to viscous media en-
tries 112A-C and viscous media exits 114A-C. While the
example shown in Fig. 1 illustrates three viscous media
entries and three viscous media exits, other examples
can include any number of viscous media entries and
exits. Viscous media entries 112A-C can be connected
to one or more viscous media sources and can form one
or more pathways for viscous media to enter cavity 104.
Viscous media exits 114A-C can form one or more path-
ways for viscous media to exit cavity 104 (e.g., after ma-
chining work piece 106) to one or more disposals that
can collect the viscous media.
[0016] A viscous media source can provide for the vis-
cous media that flows into cavity 104. As shown in Fig.
1, each of viscous media entries 112A-C is connected to
one of viscous media sources 108A-C, but other exam-
ples can include any number (e.g., one, two, four or more)
of viscous media sources. Viscous media collectors (e.g.,
viscous media collectors 110A-C) couple to viscous me-
dia exits 114A-C to receive viscous media that has exited
cavity 104. In certain examples, viscous media that exits
cavity 104 can be routed to re-enter cavity 104 through
viscous media entries 112A-C.
[0017] Viscous media can flow through cavity 104 via
one or more flow paths. One of viscous media entries
112A-C can define a first point in one of the flow paths
and one of viscous media exits 114A-C can define a sec-
ond point in one of the flow paths. As such, viscous media
can flow from one of the viscous media entries 112A-C

through cavity 104, form, wear, and/or machine work
piece 106, and flow to one of viscous media exits 114A-
C. Such viscous media flow paths can be configured to
allow for the flow of viscous media to wear away, shape
or otherwise form (e.g., machine) work piece 106.
[0018] Cavity 104 can include a work piece holder to
hold work piece 106 within the media flow path(s). The
work piece holder can securely hold work piece 106 so
that viscous media flow does not move or substantially
move (e.g., include movement above, for example, 1 inch
of distance) work piece 106 and so viscous media flow
can be used to accurately wear away, shape or otherwise
form (e.g., machine) work piece 106.
[0019] Tool body 102 can include a shaping portion to
direct flow of viscous media. In certain examples, the
shaping portion is, for example, cavity 104 or portions
thereof. As such, cavity 104 can include one or more
features that can affect flow of viscous media. Such fea-
tures can affect flow of viscous media within cavity 104
to wear away, shape or otherwise form (e.g., machine)
work piece 106 so that work piece 106, after processing
within tool 100 by viscous media flow, conforms to a de-
sired shape.
[0020] Flow of viscous media within cavity 104 as well
as other operation of tool 100 can be controlled by con-
troller 120. Controller 120 can include, for example, a
single-core or multicore processor or microprocessor, a
microcontroller, a logic device, a signal processing de-
vice, memory for storing executable instructions (e.g.,
software, firmware, or other instructions), and/or any el-
ements to perform any of the various operations de-
scribed herein. In various examples, controller 120
and/or its associated operations can be implemented as
a single device or multiple devices (e.g., communicatively
linked through analog, wired, or wireless connections
such as through one or more communication channels
such as via data connection122) to collectively constitute
the controller 120.
[0021] Controller 120 can include one or more memory
components or devices to store data and information.
The memory can include volatile and non-volatile mem-
ory. Examples of such memories include RAM (Random
Access Memory), ROM (Read-Only Memory), EEPROM
(Electrically-Erasable Read-Only Memory), flash mem-
ory, or other types of memory. In certain examples, con-
troller 120 can be adapted to execute instructions stored
within the memory to perform various methods and proc-
esses described herein, including implementation and
execution of control algorithms responsive to sensor
and/or operator (e.g., flight crew) inputs. Thus, controller
120 can store instructions for the operation of tool 100
as well as provide instructions to various components of
tool 100 for operation thereof at the appropriate time.
[0022] Controller 120 is communicatively coupled to
tool 100 via data connection122. Data connection 122
can include one or more of analog, wired, or wireless
connections such as Bluetooth, WiFi, Near Field Com-
munications, or via network communications through an
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Internet Service Provider or data connection (e.g., 3G,
4G, LTE, or other connections). Data connection 122 can
thus be any connection
[0023] Fig. 2 illustrates a front view of a tool body in
accordance with an example of the disclosure. Fig. 2 il-
lustrates a single piece tool body 200. Tool body 200
includes a body portion 202 and a cavity 204. Cavity 204
is a void within body portion 202. Cavity 204 can be con-
figured to receive a work piece.
[0024] Cavity 204 can include one or more features
configured to control flow of viscous media within cavity
204. For example, cavity 204 can include one or more
protrusions, cavities, voids, and/or other features that di-
rect flow of viscous media around any work piece held
within cavity 204.
[0025] Fig. 3A illustrates a front view of a two part tool
body in accordance with an example of the disclosure.
Tool body 300 is a two part tool 302 that includes a stiff-
ening portion 304 and a shaping portion 306. Stiffening
portion 304 is configured to receive shaping portion 306
to provide additional structural support to shaping portion
306 during operation of tool 100. Thus, stiffening portion
304 can support shaping portion 306 so that, during op-
eration of 100 and flow of the viscous media, shaping
portion 306 does not expand in an unwanted manner.
[0026] In some such examples, stiffening portion 304
and shaping portion 306 can be made from different ma-
terials or be structurally different (e.g., stiffening portion
304 can be a lattice structure while shaping portion 306
can be a solid structure). Such differences can allow for
shaping portion 306 to be configured to interact or contain
the viscous media while allowing for stiffening portion
304 to be configured to not interact with the viscous media
and to be configured to support shaping portion 306.
[0027] Shaping portion 306 can include cavity 308.
Cavity 308 can be configured to receive a work piece as
well as viscous media flow. As viscous media can wear
tool surfaces, cavity 308 or portions thereof can be con-
figured to be consumable or wear away and, thus, shap-
ing portion 306 can be configured to be replaceable.
Shaping portion 306 can be configured to be replaced
when features of cavity 308 exhibit wear below a maxi-
mum wear level. In certain examples, such a maximum
wear level can be a level where, if there is further wear
past the maximum wear level, the forming of the work
piece by viscous media flow is affected.
[0028] In such an example, the shaping portion 306
can be configured to decouple from stiffening portion 304
to facilitate replacement of shaping portion 306. The
shaping portion 306 can be coupled to stiffening portion
304 through adhesives, mechanical fasteners, welding,
or other attachment techniques and such attachments
can be decoupled to allow removal of shaping portion
306 from stiffening portion 304.
[0029] Fig. 3B illustrates a front view of another tool
body in accordance with an example of the disclosure.
Fig. 3B illustrates tool body 300 of Fig. 3A with further
features. Such further features include work piece hold-

ers 310A-C, insert 312, and cut-outs 314A-D.
[0030] Work piece holders 310A-C are configured to
hold a work piece. Each of work piece holders 310A-C
can be configured to couple to a different portion of the
work piece. Thus, work piece holders 310A-C can se-
curely hold the work piece within cavity 308 and prevent
substantial movement of the work piece within cavity 308
when held. Work piece holders 310A-C can include, for
example, mechanical fasteners, features such as angled
pieces, clamps, pins and/or dowels, magnets, and/or oth-
er such components or devices for holding of a work
piece. While the example shown in Fig. 3B includes work
piece holders 310A-C, other examples can include any
number of work piece holders.
[0031] Insert 312 (also referred to as a "wearable por-
tion 312") can be configured to couple to one or more
features of cavity 308. Insert 312 can be coupled via ad-
hesive, mechanical fasteners, welding, magnetically, or
through other fastening techniques to one or more fea-
tures of cavity 308. In certain examples, cavity 308 can
be configured to receive insert 312 (e.g., through cutouts
within cavity 308, studs disposed within cavity 308, fea-
tures configured to receive or engage with fasteners,
and/or other such features configured to receive or cou-
ple insert 312 to one or more features of cavity 308).
[0032] Insert 312 can be configured to be worn by vis-
cous media flow and be replaced if wear of insert 312 is,
for example, at a wear threshold or beyond a wear thresh-
old. In certain examples, insert 312 can be configured to
be disposed at a high wear area of cavity 308. For ex-
ample, sharp edges of cavity 308 can be high wear areas
when subjected to viscous media flow. Such areas can
be configured to receive inserts that can be configured
to be worn and/or periodically replaced. In certain addi-
tional examples, such inserts can also be of a different
hardness or resilience than the rest of cavity 308 and is,
for example, lower wearing than the rest of cavity 308
and configured especially for viscous media flow. Addi-
tionally, other examples of tool body 300 can include any
number of inserts.
[0033] Cut-outs 314A-D can divide shaping portion
306 into a plurality of members. Such a configuration can
allow for individual members of shaping portion 306 to
be replaced depending on, for example, wear or geomet-
ric constraints. Different members of shaping portion 306
can also be replaced depending on geometric needs of
the final work piece. For example, work pieces of different
final geometries can be formed within tool body 300 and,
depending on the final geometries of the work piece,
members of different shapes of shaping portion 306 can
be inserted into stiffening portion 304.
[0034] Fig. 4 illustrates a front view of a further tool
body in accordance with an example of the disclosure.
Fig. 4 illustrates a tool body 400 that includes a two part
tool 402. Two part tool 402 includes stiffening portion 404
and shaping portion 406. Shaping portion 406 includes
cavity 408.
[0035] Cavity 408 is a different shape than cavity 308.
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As such, cavity 408 can be configured to form a work
piece of a different final shape than that of cavity 308 due
to the difference in shape/geometry of cavity 408 and
cavity 308. Thus, different shaped cavities can be used
if different final shapes of work pieces are desired.
[0036] Fig. 5 illustrates a side cutaway view of a vis-
cous machining tool during operation in accordance with
an example of the disclosure. Fig. 5 illustrates tool 500
that includes cavity 504, work piece base 506, work piece
holders 508A and B, and work piece attachment 510.
Work piece 502 can be placed atop work piece base 506
and held by work piece holders 508A and B.
[0037] Work piece attachment 510 can be coupled to
work piece 502 to prevent wear on one or more surfaces
of work piece 502. Thus, work piece attachment 510 can
be attached to surfaces and/or edges of work piece 502
to prevent unwanted wear and/or rounding of corners of
work piece 502. Work piece attachment 510 can be cou-
pled via any of the techniques described herein. As such,
work piece attachment 510 can be coupled mechanically,
adhesively, magnetically, or through other techniques.
In certain examples, work piece attachment 510 can be
configured to be removable after forming of work piece
502. As such, work piece attachment 510 can be sacri-
ficial to prevent wear to work piece 502 in certain areas
where, without work piece attachment 510, work piece
502 can be worn by viscous media flow.
[0038] Work piece 502 can be placed atop work piece
base 506 and held by work piece holders 508A and B.
Work piece holders 508A and B can be placed over a
portion of work piece 502 to hold work piece 502 in place.
In certain examples, work piece holders 508A and B can
be placed over and/or proximate portions of work piece
502 that will not be formed by viscous media flow. As
such, work piece holders 508A and B can also protect
such portions of work piece 502 from unintended wear
by viscous media flow. Work piece base 506, work piece
holders 508A and B, and work piece attachment 510 can
be made from materials similar or identical to work piece
502 and/or made from materials different (e.g., harder)
than work piece 502.
[0039] Viscous media flow can flow within cavity 504
through, for example, viscous media flow path 512. Cav-
ity 504 can include coating 504A to prevent or slow wear
of cavity 504 from viscous media flow. Coating 504A can
be a harding coating, material treatment (e.g., shot peen-
ing), a plating, a layer of hard material disposed on one
or more portions of cavity 504, or other such technique
to prevent or slow wear of cavity 504 from viscous media
flow.
[0040] Viscous media flow can follow viscous media
flow path 512 or other flow paths (not illustrated) within
cavity 504. Portions of viscous media flow path 512 can
pass over portions of work piece 502 and, accordingly,
machine, wear away, or otherwise form work piece 502.
Cavity 504 can include features configured to direct flow
of viscous media. The features can allow for forming
and/or machining of the outer surface of work piece 502

without undesired rounding of corners, build-up of resi-
due, and/or other unwanted side effects of viscous media
flow.
[0041] Viscous media flow used to form work piece 502
can include pre-determined characteristics such as a pre-
determined flow rate and/or pressure or multiple pre-de-
termined flow rates and/or pressures (e.g., different flow
rates at different points of time), process time, and/or one
or more viscous media used (e.g., viscous media that
can wear work piece 502 at different rates can be used
at different points of the process). Hence, such a process
can include flowing a first viscous media at a first pressure
for a first period of time and then switching to a second
viscous media that will flow at a second pressure for a
second period of time.
[0042] Such pre-determined characteristics can be de-
termined through analysis prior to operation of tool 500.
For example, geometry and characteristics of tool 500
and viscous media used can be modeled by, for example,
computational fluid dynamics (CFD). Based on, at least,
the starting geometry of work piece 502 and the geometry
of cavity 504 and components within cavity 504, the char-
acteristics such as flow rates and/or pressures, process
time, viscous media used, and/or other characteristics
can be determined so that viscous media flow can form
work piece 502 to exhibit a desired final geometry. Such
characteristics can then be used to operate tool 500 and,
possibly, adjusted as needed.
[0043] Fig. 6 is a flowchart detailing configuring of the
media machining tool in accordance with an example of
the disclosure. One, some, or all of the steps detailed in
Fig. 6 can be performed using certain design techniques.
For example, characteristics related to viscous media
flow such as machining characteristics and flow charac-
teristics can be determined through CFD. Also, as de-
tailed in block 602, the work piece geometry can be de-
termined by, for example, computer aided design (CAD)
to arrive at a final desired three dimensional shape of the
work piece. In various examples, block 602 can include
determine a starting and/or intermediate and/or final work
piece geometry. The starting work piece geometry can
be a geometry of the work piece when the work piece is
first placed in the cavity. The final work piece geometry
can be a desired geometry of the work piece after viscous
flow machining has been performed.
[0044] After the final work piece geometry has been
determined in block 602, characteristics of the tool can
be determined. Such characteristics can include multiple
different characteristics. For example, in block 604, vis-
cous media to be used can be determined. The viscous
media can be selected based on factors such as viscos-
ity, abrasiveness, cost, flow rate, through put, work piece
geometry desired, material of the work piece, and/or oth-
er such factors. Thus, for example, a work piece made
from a softer material can be formed with less abrasive
viscous media while a work piece made from a harder
material can be formed with more abrasive viscous me-
dia.
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[0045] In block 606, the viscous media flow path can
be determined. The viscous media flow path can be de-
termined based on the machining characteristics and/or
the amount of machining desired for the work piece. For
example, a starting work piece that includes a large
amount required to be machined can thus require a media
flow that includes abrasive viscous media and a media
flow path that aggressively directs such media flow over
the work piece (e.g., directs a large volume of media flow
over the surface of the work piece and/or directs the me-
dia flow at a high pressure and/or flow rate). Other work
pieces that require less machining can include a media
flow path that less aggressively directs media flow over
the work piece (e.g., directs a smaller volume of media
flow over the surface of the work piece and/or directs the
media flow at a lower pressure and/or flow rate). In certain
examples, media flow within the media flow path can be
varied (e.g., certain portions of the media flow path can
include higher flow rates and/or pressures) to allow for
different rates of work piece machining at different por-
tions of the work piece.
[0046] In block 608, geometry of the cavity can be de-
termined. The size of the cavity can be set to at least be
configured to receive the work piece within the cavity.
Such geometry can affect flow of viscous media within
the cavity. For example, one or more features of the cavity
can direct viscous media towards the work piece, around
the work piece, away from the work piece, speed up or
slow down the flow of the viscous media, increase or
decrease pressure of the viscous media, create flow of
certain pathways or characteristics, or affect viscous me-
dia flow in other ways. The positioning and number of
inlets and outlets for viscous media flow into and out of
the cavity can also be determined in block 608. Including
multiple inlets and/or outlets can further fine-tune viscous
media flow within the cavity.
[0047] In various examples, blocks 604, 606, and/or
608 can be separately performed and/or combined into
one step in a process. For example, in another example,
selection of viscous media in block 604 can be first per-
formed. After the viscous media has been selected, the
viscous media flow path, cavity geometry, and machining
characteristics of the viscous media when flowing within
the cavity through the viscous media flow path can be
determined together.
[0048] After the work piece geometry, viscous media,
viscous media flow path, desired level of machining, and
cavity have been determined in blocks 602-608, the ma-
chining process output (610) can be analyzed. Such anal-
ysis can be performed through, for example, CFD. The
work piece geometry, viscous media, viscous media flow
path, and cavity geometry can be modeled in CFD and/or
other such techniques and flow of viscous media can
then be simulated. The results of the simulation can out-
put the amount of machining and/or wear on the work
piece due to viscous media flow, the amount of swelling
of the work piece, the temperature of the viscous media,
work piece, and/or cavity due to the flow of viscous media

(e.g., from friction), the amount of viscous media used,
the wear on the cavity and/or various attachments and/or
holders used, and/or factors. Such factors can be ana-
lyzed in blocks 612-616.
[0049] In blocks 612-616, the swelling or distortion of
the work piece, temperature of the viscous media, work
piece, and/or cavity, the amount of machining and/or
wear by the viscous media on the work piece, the amount
of wear on the cavity and/or attachments and/or holders,
and/or other such factors can be analyzed. All such fac-
tors can include threshold amounts. For example, there
can be a maximum swelling amount, a maximum accept-
able temperature for the viscous media, work piece,
and/or cavity, a range of machining and/or wear required
for the work piece, and/or a threshold amount of accept-
able wear of the cavity and/or attachments. For example,
the starting work piece geometry can be analyzed along
with the characteristics of the viscous media, the viscous
media flow path, and the cavity geometry, as well as other
operational parameters (e.g., flow rate, pressure, oper-
ational time) to determine if the starting work piece can
be formed to the desired final work piece geometry.
[0050] Additionally, the amount of deposits of residue
on the work piece can also be determined and compared
to threshold amounts. If any such factors are past the
acceptable threshold, the work piece geometry, viscous
media, viscous media flow path, machining characteris-
tics desired, cavity geometry, and/or other such can be
adjusted in blocks 602-608.
[0051] Thus, the process detailed in blocks 602-616
can be used to quickly analyze tool and/or cavity ge-
ometries and flow characteristics of viscous media flow
and how flow of the viscous media interacts with work
pieces. Such techniques can then be used to arrive at a
tool and/or cavity geometry that allows for the work piece
to be formed according to acceptable parameters. As
viscous media flow tends to wear away all surfaces that
it contacts, such a process allows for tools to be created
that will form the work piece to the intended final geometry
without creating unintended errors (e.g., rounding of cor-
ners).
[0052] The work piece can be designed to accommo-
date the machining/forming process such that particular
portions of the work piece include more or less excess
material to be removed during the machining/forming
process, in view of the particular machining/forming pa-
rameters, such as post processing (e.g., drilling of holes,
welding of additional parts, and/or other such processing)
to be performed on the workpiece. Thus, the work piece
can be subjected to additional forming before, during, or
after flow machining.
[0053] Accordingly, the intended final geometry can in-
clude surfaces with additional materials and the addition-
al materials can be removed (e.g., by post processing
machining) to arrive at the desired part geometry. The
intended final geometry can also include surfaces with
less material than a final part and additional material can
be added (e.g., welded on, mechanically fastened, and/or
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bonded) during post-processing to arrive at the desired
part geometry. Furthermore, an initial geometry of the
work piece (e.g., before any flow machining has been
performed) can include geometries with excess material
that can be partially or fully machined away by flow ma-
chining and post process machining. In certain examples,
machining of certain surfaces may be performed during
flow machining.
[0054] If analysis of the tool determines that analysis
factors described herein are within acceptable parame-
ters according to the thresholds, the process can contin-
ue to block 618 and the tool produced. The tool can then
be coupled to various machinery (e.g., viscous media
sources) and operated to produce the final geometry of
the work piece.
[0055] Fig. 7 is a flowchart detailing operation of the
viscous media machining tool in accordance with an ex-
ample of the disclosure. In block 702, a work piece is to
be disposed within a cavity of the tool and held by a work
piece holder.
[0056] In block 704, the tool can be prepared for oper-
ation by, for example, attaching any work pie attach-
ments, closing of any doors to the cavity, connecting vis-
cous media sources to the tool, and other such prepara-
tion.
[0057] In block 706, viscous media flow can be provid-
ed to the tool to flow into the cavity. Viscous media flow
can machine and form the work piece in block 708. Thus,
viscous media can form the work piece into a final ge-
ometry. In certain examples, the final geometry can be
a geometry at the end of machining by viscous media
flow and other post-process steps (e.g., drilling, attach-
ment of additional components, chamfering, de-burring,
and/or rounding of edges) can also be performed after
machining by viscous media.
[0058] In block 710, after viscous media flow has
stopped, the work piece can be removed from the cavity.
The work piece can then be fully machined or ready for
post-process. Wear of the inserts, attachments, holders,
cavity, and/or other components of the tool can then be
checked in block 712. Components exhibiting wear past
an acceptable threshold can be replaced in block 714.
[0059] The disclosure comprises the subject matter
described in the following clauses:

Clause 1. An apparatus comprising:

a tool body comprising:

a cavity; and
a work piece holder disposed within the cav-
ity and configured to receive a work piece;

a seal door configured to move between a first
position allowing access to the cavity and a sec-
ond position preventing access to the cavity;
a first media entry configured to couple to a me-
dia source and allow media to flow into the cav-

ity; and
a first media exit configured to allow the media
to flow out of the cavity, wherein the first media
entry is a first point in a media flow path of the
media and the media exit is a second point in
the media flow path downstream of the first
point, and wherein the work piece holder is con-
figured to hold the work piece within the media
flow path to be machined by the media.

Clause 2. The apparatus of Clause 1, wherein the
tool body further comprises:

a shaping portion comprising the cavity; and
a stiffening portion configured to receive the
shaping portion and stiffen the shaping portion.

Clause 3. The apparatus of Clause 2, wherein the
shaping portion is configured to be removable from
the stiffening portion.
Clause 4. The apparatus of Clause 2 or Clause 3,
wherein the shaping portion is configured to affect
the media flow path within the cavity.
Clause 5. The apparatus of any of Clause 2 to Clause
4, wherein the work piece holder is coupled to the
shaping portion.
Clause 6. The apparatus of any preceding Clause,
wherein the tool body further comprises a wearable
portion disposed within the cavity and configured to
be removed from the cavity independent of the work
piece holder.
Clause 7. The apparatus of any preceding Clause,
wherein the tool body is made from a first material
and at least the cavity further comprises a hardening
coating disposed on the first material.
Clause 8. The apparatus of any preceding Clause,
further comprising:

a second media entry configured to allow media
to flow into the cavity; and
a second media exit configured to allow media
to flow out of the cavity.

Clause 9. The apparatus of any preceding Clause,
wherein the media is a viscous media and/or a chem-
ically erosive media.
Clause 10. The apparatus of any preceding Clause,
wherein the cavity comprises a feature configured
to affect the media flow path.
Clause 11. The apparatus of any preceding Clause,
further comprising the media source.
Clause 12. The apparatus of any preceding Clause,
further comprising a controller communicatively cou-
pled to the media source, wherein the controller is
configured to cause the media source to flow the
media into the cavity for a pre-determined amount
of time.
Clause 12A. The apparatus of any of Clauses 1 to
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11, further comprising a contoller configured to be
communicately coupled to the media source, where-
in the controller is configured to cause the media
source to flow the media into the cavity for a pre-
determined amount of time.
Clause 13. A method of using the apparatus of any
preceding Clause, the method comprising:

positioning a work piece to be held by the work
piece holder;
moving the seal door to the second position;
flowing the media into the cavity; and
machining the work piece with the media flowing
through the media flow path.

Clause 14. The method of Clause 13, wherein the
tool body further comprises a or the shaping portion
comprising the cavity and a or the stiffening portion
configured to receive the shaping portion and stiffen
the shaping portion, the method further comprising:

determining that wear of the shaping portion is
past a wear threshold;
removing the shaping portion from the stiffening
portion; and
coupling a second shaping portion with wear
less than the wear threshold to the stiffening por-
tion.

Clause 15. The method of Clause 14, further com-
prising:

determining a machined work piece shape;
selecting the shaping portion from a plurality of
shaping portions of different geometries in re-
sponse to the determining the machined work
piece shape; and
coupling the shaping portion to the stiffening por-
tion.

Clause 16. A method comprising:

determining a geometry of a tool body compris-
ing a cavity and a work piece holder disposed
within the cavity and configured to receive a
work piece;
determining a starting geometry of the work
piece;
determining characteristics of a media;
determining a media flow path of the media with-
in the cavity when the work piece holder within
the cavity receives the work piece; and
determining machining characteristics of the
media flow path of the media on the work piece.

Clause 17. The method of Clause 16, wherein the
determining the geometry of the tool body comprises
determining a configuration of a shaping portion of

the tool body, wherein the shaping portion is config-
ured to be disposed within the media flow path and
configured to affect the media flow path.
Clause 18. The method of Clause 17, wherein the
determining the geometry of the tool body further
comprises determining a geometry of a wearable
portion of the shaping portion and wherein the meth-
od further comprises:
determining machining characteristics of the media
flow path of the media on the wearable portion.
Clause 19. The method of any of Clauses 16 to 18,
wherein the determining the machining characteris-
tics of the media flow path of the media on the work
piece comprises determining that an amount of ero-
sion from a first portion of the work piece is above a
first erosion threshold and/or determining that a
swelling of a first portion of the work piece is below
a first swelling threshold and wherein the determin-
ing the media flow path comprises determining a
placement of a media entry relative to the work piece
holder.
Clause 20. The method of any of Clauses 16 to 19,
further comprising:
determining a cavity geometry of the cavity from a
final geometry of the work piece and the character-
istics of the media.

[0060] Examples described above illustrate but do not
limit the invention. It should also be understood that nu-
merous modifications and variations are possible in ac-
cordance with the principles of the present invention. Ac-
cordingly, the scope of the invention is defined only by
the following claims.

Claims

1. An apparatus (100) comprising:

a tool body (102) comprising:

a cavity (104); and
a work piece holder (508) disposed within
the cavity (104) and configured to receive a
work piece (106);

a seal door (116) configured to move between
a first position allowing access to the cavity and
a second position preventing access to the cav-
ity;
a first media entry (112A) configured to couple
to a media source (108A) and allow media to
flow into the cavity (104); and
a first media exit (114A) configured to allow the
media to flow (706) out of the cavity (104),
wherein the first media entry (112A) is a first
point in a media flow path (512) of the media
and the media exit (114A) is a second point in
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the media flow path (512) downstream of the
first point, and wherein the work piece holder
(508) is configured to hold the work piece (106)
within the media flow path (512) to be machined
(708) by the media.

2. The apparatus (100) of claim 1, wherein the tool body
(102) further comprises:

a shaping portion (306) comprising the cavity
(308); and
a stiffening portion (304) configured to receive
the shaping portion (306) and stiffen the shaping
portion (306).

3. The apparatus (100) of claim 2, wherein the shaping
portion (306) is configured to be removable from the
stiffening portion (304) .

4. The apparatus (100) of claim 2 or 3, wherein the
shaping portion (306) is configured to affect the me-
dia flow path (512) within the cavity (308).

5. The apparatus (100) of any preceding claim, wherein
the tool body (102) further comprises a wearable por-
tion (312) disposed within the cavity (104) and con-
figured to be removed from the cavity (104) inde-
pendent of the work piece holder (310) .

6. The apparatus (100) of any preceding claim, further
comprising:

a second media entry (112B) configured to allow
media to flow into the cavity (104); and
a second media exit (114B) configured to allow
media to flow out of the cavity (104).

7. The apparatus (100) of any preceding claim, further
comprising a controller (120) communicatively cou-
pled to the media source (108A), wherein the con-
troller is configured to cause the media source
(108A) to flow (706) the media into the cavity (104)
for a pre-determined amount of time.

8. A method of using the apparatus (100) of any pre-
ceding claim, the method comprising:

positioning (702) a work piece (106) to be held
by the work piece holder (508);
moving the seal door (116) to the second posi-
tion;
flowing (706) the media into the cavity (104); and
machining (708) the work piece (106) with the
media flowing through the media flow path (512).

9. The method of claim 8, wherein the tool body (102)
further comprises a or the shaping portion (306) com-
prising the cavity (104) and a or the stiffening portion

(304) configured to receive the shaping portion (306)
and stiffen the shaping portion (306), the method fur-
ther comprising:

determining (712) that wear of the shaping por-
tion (306) is past a wear threshold;
removing (714) the shaping portion (306) from
the stiffening portion (304); and
coupling (714) a second shaping portion (306)
with wear less than the wear threshold to the
stiffening portion (304).

10. The method of claim 9, further comprising:

determining (610) a machined work piece
shape;
selecting the shaping portion (306) from a plu-
rality of shaping portions of different geometries
in response to the determining the machined
work piece shape (610); and
coupling (702) the shaping portion (306) to the
stiffening portion (304).

11. A method comprising:

determining a geometry of a tool body compris-
ing a cavity (104) and a work piece holder (508)
disposed within the cavity (104) and configured
to receive a work piece (106);
determining (602) a starting geometry of the
work piece (106) ;
determining (604) characteristics of a media;
determining (606) a media flow path of the media
within the cavity (104) when the work piece hold-
er (508) within the cavity (104) receives the work
piece (106); and
determining (606) machining characteristics of
the media flow path (512) of the media on the
work piece (106).

12. The method of claim 11, wherein the determining the
geometry of the tool body (608) comprises determin-
ing a configuration of a shaping portion (306) of the
tool body (102), wherein the shaping portion (306)
is configured to be disposed within the media flow
path (512) and configured to affect the media flow
path (512).

13. The method of claim 12, wherein the determining the
geometry of the tool body (608) further comprises
determining a geometry of a wearable portion (312)
of the shaping portion (306) and wherein the method
further comprises:

determining (606) machining characteristics of
the media flow path (512) of the media on the
wearable portion (312).
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14. The method of any of claims 11-13, wherein the de-
termining (606) the machining characteristics of the
media flow path of the media on the work piece com-
prises determining (610) that an amount of erosion
from a first portion of the work piece is above a first
erosion threshold and/or determining (612) that a
swelling of a first portion of the work piece is below
a first swelling threshold and wherein the determin-
ing the media flow path (512) comprises determining
a placement of a media entry (112) relative to the
work piece holder (310).

15. The method of any of claims 11-14, further compris-
ing:

determining (608) a cavity geometry of the cavity
from a final geometry of the work piece and the
characteristics of the media.
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