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(54) METHOD OF MAKING A PRE-SINTERED PREFORM

(57) A method (300) of making a pre-sintered pre-
form (160), including forming a pre-sintered preform
(160) by a binder jet additive manufacturing technique.
The binder jet additive manufacturing technique includes
depositing a first powder layer (110) including a first pow-
der and a second powder followed by depositing a first
binder at a pre-determined location of the first powder
layer (110). The binder jet additive manufacturing tech-
nique also includes depositing a second powder layer
(130) over at least a portion of the first powder layer (110)
followed by depositing a second binder at a pre-deter-
mined location of the second powder layer (130). At least
a portion of the first binder and at least a portion of the
second binder is cured forming a green part (150). The
green part (150) is then densified to form a pre-sintered
preform (160) near net shape component.
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Description

FIELD OF THE INVENTION

[0001] The present invention is directed to additive
manufacturing techniques for the production of pre-sin-
tered preforms and turbine components formed there-
from.

BACKGROUND OF THE INVENTION

[0002] Additive manufacturing is an attractive tech-
nique for the manufacture of custom parts in various in-
dustries. In a conventional additive technique a powder
is bonded layer-by-layer by localized sintering/melting.
The repeated thermal stresses imposed on the part dur-
ing manufacture can reduce the mechanical properties
and overall durability of the resulting part.

BRIEF DESCRIPTION OF THE INVENTION

[0003] An exemplary embodiment includes, a method
of making a pre-sintered preform, by a binder jet additive
manufacturing technique. The binder jet additive manu-
facturing technique includes depositing a first powder lay-
er including a first powder and a second powder. A first
binder is deposited a pre-determined location of the first
powder layer. A second powder layer is deposited over
at least a portion of the first powder layer. A second binder
is deposited at a pre-determined location of the second
powder layer. The first and second binders are at least
partially cured to form a green part. The green part is
densified to form a pre-sintered preform near net shape
component.
[0004] An exemplary embodiment includes, a near net
shape component including a densified binder jet depos-
ited material having a first powder, a second powder, and
a binder. The near net shape component includes a com-
plex geometry.
[0005] Other features and advantages of the present
invention will be apparent from the following more de-
tailed description, taken in conjunction with the accom-
panying drawings which illustrate, by way of example,
the principles of the invention.

BRIEF DESCRIPTION OF THE DRAWINGS

[0006]

FIG. 1 is a schematic diagram of a powder article
according to an embodiment.

FIG. 2 is a schematic diagram of a turbine article
according to an embodiment.

FIG. 3 is a flowchart of a method of making a pre-
sintered preform according to an embodiment.

FIG. 4 is a flowchart of a method of making a turbine
article according to an embodiment.

[0007] Wherever possible, the same reference num-
bers will be used throughout the drawings to represent
the same parts.

DETAILED DESCRIPTION OF THE INVENTION

[0008] Provided is a method of forming a pre-sintered
preform and a turbine article formed therefrom. Embod-
iments of the present disclosure, for example, in com-
parison to the concepts failing to include one or more
features disclosed herein, result in a pre-sintered preform
having improved surface uniformity and reduced surface
cracking.
[0009] The term green part as used herein defines a
structure including metal and/or ceramic powders in
which the powders are held together by a binder or me-
chanically (e.g., compacted) without the powder particles
being directly bonded to one another. The term pre-sin-
tered preform as used herein defines a structure includ-
ing metal and/or ceramic powders in which the powders
are held together by being directly bonded to one another.
The term high melt powder as used herein defines the
powder having the highest melting point of the powders
of a powder layer. Additional powders of the powder layer
are considered high melt powders if their melting points
are within 200 degrees Celsius of the highest melting
powder. The term low melt powder as used herein defines
a powder having a melting point at least 200 degrees
Celsius less than the highest melting powder of the pow-
der layer.
[0010] An embodiment of a powder article 100 is
shown in FIG. 1. In an example embodiment, the powder
article 100 includes a powder article formed by a binder
jet additive manufacturing technique. A first powder layer
110 including at least a first powder and a second powder
is deposited. The powders of the first powder layer 110
may include metals (e.g., aluminum, chromium, cobalt,
iron, magnesium, manganese, molybdenum, nickel, nio-
bium, silicon, tantalum, titanium, tungsten, vanadium,
and combinations thereof). In some embodiments, the
metals of the first powder layer 110 may be provided as
separate components. In some embodiments, the metals
of the first powder layer 110 may be provided as alloys
(e.g., Ti-6Al-4V, Ti-Al, Al-Si-10Mg, nickel superalloys
(e.g., GTD 111, GTD 222, HASTALLOY X, HAYNES 230,
Inconel 600, Inconel 625, Inconel 718, Inconel 738, In-
conel 939, MAR-M-247, René 108, René N5, and com-
binations thereof), stainless steels (e.g., stainless steel
316, and/or stainless steel 420), and/or cobalt-chrome
alloys (e.g., FSX 414, HAYNES 188, MAR-M-509, and
combinations thereof). The materials of the first powder
and the second powder are different. In some embodi-
ments, the first powder has a melting point less than a
melting point of the second powder. In some embodi-
ments, the first powder and second powder may each be
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a high melt powder. In some embodiments, the first pow-
der may be a low melt powder and the second powder
may be a high melt powder. In some embodiments, the
first powder layer 110 may include additional powders.
In some embodiments, the mean particle size of the first
and second powders may independently be greater than
about 4.0 micrometers, greater than about 7.0 microm-
eters, greater than about 10.0 micrometers, greater than
about 15.0 micrometers, greater than about 20.0 microm-
eters, less than about 100.0 micrometers, less than about
70.0 micrometers, less than about 50.0 micrometers, less
than about 30.0 micrometers, and combinations thereof.
[0011] In the example of FIG. 1, a binder region 120 is
formed in the first powder layer 110. A binder is deposited
at a pre-determined location of the first powder layer 110
to form the first binder region 120. The binder interpen-
etrates at least a portion of the first powder layer 110
filling at least some of the interstitial spaces in the first
powder layer 110. The binder provides cohesion between
the powder particles within the first binder region 120. In
some embodiments, the binder may be deposited as a
solid, liquid, or melt. In other embodiments, the binder
may be deposited as a solution. The binder of the first
binder region 120 may be any binder compatible with the
materials of the first powder layer 110. Suitable binders
include but are not limited to thermoplastic resins (e.g.,
polyethylene, polypropylene, polyvinyl chloride, polycar-
bonate, and/or ethylene copolymers), thermoset resins
(e.g., polyurethane, phenolic, polyimide, polyester, mela-
mine and/or polycyanurate), and combinations thereof.
Suitable solvents include but are not limited to 2-pyrro-
lidone, methanol, isopropyl alcohol, water, 1,5-pentane-
diol, ethylene glycol, triethylene glycol, and combinations
thereof.
[0012] In the example of FIG. 1, a second powder layer
130 is deposited over at least a portion of the first powder
layer 110 and at least a portion of the first binder region
120. The second powder layer 130 includes at least a
third powder having a third melting point and a fourth
powder having a fourth melting point. The third powder
may be the same or different from the first powder and/or
the second powder. The fourth powder may be the same
or different from the first powder and/or the second pow-
der. In some embodiments, the third powder may be the
same as the first powder and the fourth powder may be
the same as the second powder. Suitable third and fourth
powder materials include those described above for the
first and second powders. In some embodiments, the
third powder and fourth powder may each be a high melt
powder. In some embodiments, the third powder may be
a low melt powder and the fourth powder may be a high
melt powder. In some embodiments, the second powder
layer 130 may include additional powders.
[0013] In the example of FIG. 1, a second binder region
140 is formed in the second powder layer 130 by depos-
iting a second binder at a pre-determined location of the
second powder layer 130. The binder interpenetrates at
least a portion of the second powder layer 130 filling at

least some of the interstitial spaces in the second powder
layer 130. The binder provides cohesion between the
powder particles within the second binder region 140. In
some embodiments, the binder may be deposited as a
solid, liquid, or melt. In other embodiments, the binder
may be deposited as a solution. The second binder region
140 contacts at least a portion of the first binder region
120. The binder of the second binder region 140 may be
any binder compatible with the materials of the second
powder layer 130. The binder of the second binder region
140 may be the same or different as the binder the first
binder region 120. In one embodiment, the binder of the
first binder region 120 is the same as the binder of the
second binder region 140. Suitable binders and solvents
include those described above for the first binder region
120.
[0014] As the binder solidifies and/or cures the over-
lapping portions of the first binder region 120 and second
binder region 140 are bound together to form a green
part 150. In some embodiments, the binder may be at
least partially cured by heating (e.g., microwave and/or
thermal) and/or by the application of actinic radiation (e.g.
visible light, and/or ultraviolet light). In some embodi-
ments, additional depositions of powder layers and bind-
er regions may be performed in order to form larger green
part 150. In some embodiments, the binders of the green
part 150 may be at least partially cured sequentially as
the binder regions are deposited. In other embodiments,
the binders of the green part 150 may be at least partially
cured after the deposition of multiple binder regions. The
number of additional layers/binder regions may be at
least about 10, at least about 100, at least about 1000,
at least about 5000, and/or at least about 10,000.
[0015] Following the at least partial curing of the binder
regions the green part 150 may be heated (e.g., oven)
to substantially fully cure the at least partially cured bind-
er. Substantially fully curing the binder of the green part
150 allows for the green part 150 to be more easily phys-
ically manipulated during processing without damage.
[0016] The green part 150 may be densified to form a
pre-sintered preform 160. Densification may enhance the
mechanical, optical, and/or electrical properties of the
pre-sintered preform 160 (e.g. hardness, fracture tough-
ness, bending strength, abrasion resistance, thermal ex-
pansion, thermal conductivity, thermal shock resistance,
thermal shock cycling).
[0017] The first powder layer 110 and/or the second
powder layer 130 may optionally include one or more
additives. In some embodiments, the one or more addi-
tives may be provided to improve a strength property of
the resulting pre-sintered preform 160. Suitable additives
include but are not limited to carbon nanoparticles (e.g.,
single wall carbon nanotubes, multi-wall carbon nano-
tubes, carbon nanofilaments, and combinations thereof)
and/or ceramic fibers (e.g., silicon carbide, silicon nitride,
alumina, aluminum nitride, titanium boride, titanium ni-
tride, titanium carbide, boron carbide, and combinations
thereof).
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[0018] Techniques for densification include but are not
limited to sintering, solutionizing, aging, and combina-
tions thereof. In some embodiments, the densification
includes sintering. The sintering temperature is depend-
ent on the materials of the powder layers. In one embod-
iment, the sintering is performed at a temperature greater
than the melting point of the first powder and less than
the melting point of the second powder. In one embodi-
ment, the sintering is performed at a temperature less
than the melting point of the first powder and less than
the melting point of the second powder. For example,
Al2O3Ti(C,N) may be initially sintered at a heating rate
of about 500 to about 700 Kelvin per hour, a first temper-
ature of about 850 to about 900 Kelvin for about 0.5 to
about 2 hours, and a second temperature of about 1900
Kelvin to about 2000 Kelvin for about 0.5 to about 2 hours
under reduced pressure (e.g., about 10-4 Torr). In some
embodiments, the green part 150 may be densified by
hot isostatic pressing (HIP). In an example embodiment,
the green part 150 may be placed in a sealed furnace
under an inert atmosphere (e.g., argon, nitrogen, and/or
helium) and heated (e.g., between 480 degrees Celsius
and 1320 degrees Celsius) under pressure (e.g., be-
tween 50 megapascal and 310 megapascal). Specific
hot isostatic pressing conditions are dependent on the
materials of the green part 150. In some embodiments,
hot isostatic pressing may be performed as at least part
of a sintering process. The binders of the green part 150
typically have decomposition temperatures below the
sintering temperatures allowing substantially all of the
binders to be removed from the green part 150 during
densification.
[0019] In some embodiments, infiltration materials
(e.g. copper alloys (e.g., copper-tin), nickel alloys (e.g.,
BNi-2, BNi-3, BNi-5, BNi-6, BNi-7, BNi-9, BNi-10, DF-4B,
D15, and combinations thereof), cobalt alloys (e.g., Co-
101, DF-4B, and combinations thereof), palladium alloys
(e.g., BVPd-1, PD 201, and combinations thereof), car-
bon, magnesium oxide, yttrium oxide, cesium oxide, zir-
conium oxide, alumina, aluminum nitride, zirconium ni-
tride, chromium nitride, and/or magnesium nitride) may
be added during densification to further enhance the
properties of the densified pre-sintered preform. Infiltra-
tion may be performed by various methods known in the
art, including, but not limited to pressure assisted infiltra-
tion, vacuum driven infiltration, capillarity driven infiltra-
tion, and combinations thereof. In some embodiments,
the resulting density of the pre-sintered preform 160 may
be greater than about 95 percent, greater than about 97
percent, greater than about 98 percent, greater than
about 99 percent, greater than about 99.5 percent, and/or
greater than about 99.9 percent of the theoretical maxi-
mum density.
[0020] As used herein, "BNi-2" refers to an alloy includ-
ing a composition, by weight, of about 3% iron, about
3.1% boron, about 4.5% silicon, about 7% chromium,
and a balance of nickel.
[0021] As used herein, "BNi-3" refers to an alloy includ-

ing a composition, by weight, of about 4.5% silicon, about
3% boron, and a balance of nickel.
[0022] As used herein, "BNi-5" refers to an alloy includ-
ing a composition, by weight, of about 10% silicon, about
19% chromium, and a balance of nickel.
[0023] As used herein, "BNi-6" refers to an alloy includ-
ing a composition, by weight, of about 11% phosphorous
and a balance of nickel.
[0024] As used herein, "BNi-9" refers to an alloy includ-
ing a composition, by weight, of about 15% chromium,
about 3% boron, and a balance of nickel.
[0025] As used herein, "BNi-10" refers to an alloy in-
cluding a composition, by weight, of about 11.5% chro-
mium, about 3.5% silicon, about 2.5% boron, about 3.5%
iron, about 0.5% carbon, about 16% tungsten, and a bal-
ance of nickel.
[0026] As used herein, "BCo-1" refers to an alloy in-
cluding a composition, by weight, of about 19% chromi-
um, about 17% nickel, about 8% silicon, about 0.8% bo-
ron, about 4% tungsten, and a balance of cobalt.
[0027] As used herein, "BVPd-1" refers to an alloy in-
cluding a composition, by weight, of about 35% cobalt,
and a balance of palladium.
[0028] As used herein, "Co-101" refers to an alloy in-
cluding a composition, by weight, of about 19% chromi-
um, about 8% silicon, about 0.8% boron, about 0.4% car-
bon, about 4% tungsten, and a balance of cobalt.
[0029] As used herein, "DF-4B" refers to an alloy in-
cluding a composition, by weight, of about 14% chromi-
um, about 10% cobalt, about 3.5% aluminum, about 2.5%
tantalum, about 2.75% boron, about 0.05% yttrium, and
a balance of nickel.
[0030] As used herein, "D15" refers to an alloy includ-
ing a composition, by weight, of about 15% chromium,
about 10.25% cobalt, about 3.5% tantalum, about 3.5%
aluminum, about 2.3% boron, and a balance of nickel.
[0031] As used herein, "FSX 414" refers to an alloy
including a composition, by weight, of about 29% chro-
mium, about 7% tungsten, about 10% nickel, about 0.6%
carbon, and a balance of cobalt.
[0032] As used herein, "GTD 111" refers to an alloy
including a composition, by weight, of about 14% chro-
mium, about 9.5% cobalt, about 3.8% tungsten, about
4.9% titanium, about 3% aluminum, about 0.1% iron,
about 2.8% tantalum, about 1.6% molybdenum, about
0.1% carbon, and a balance of nickel.
[0033] As used herein, "GTD 222" refers to an alloy
including a composition, by weight, of about 23.5% chro-
mium, about 19% cobalt, about 2% tungsten, about 0.8%
niobium, about 2.3% titanium, about 1.2% aluminum,
about 1% tantalum, about 0.25% silicon, about 0.1%
manganese, and a balance of nickel.
[0034] As used herein, "GTD 444" refers to an alloy
including a composition, by weight, of about 7.5% cobalt,
about 0.2% iron, about 9.75% chromium, about 4.2% alu-
minum, about 3.5% titanium, about 4.8% tantalum, about
6% tungsten, about 1.5% molybdenum, about 0.5% nio-
bium, about 0.2% silicon, about 0.15% hafnium, and a
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balance of nickel.
[0035] As used herein, "HASTELLOY X" refers to an
alloy including a composition, by weight, of about 22%
chromium, about 18% iron, about 9% molybdenum,
about 1.5% cobalt, about 0.1% carbon, about 0.6% tung-
sten, and a balance of nickel.
[0036] As used herein, "HAYNES 188" refers to an al-
loy including a composition, by weight, of about 22%
chromium, about 22% nickel, about 0.1% carbon, about
3% iron, about 1.25% manganese, about 0.35% silicon,
about 14% tungsten, about 0.03% lanthanum, and a bal-
ance of cobalt.
[0037] As used herein, "HAYNES 230" refers to an al-
loy including a composition, by weight, of about 22%
chromium, about 2% molybdenum, about 0.5% manga-
nese, about 0.4% silicon, about 14% tungsten, about
0.3% aluminum, about 0.1% carbon, about 0.02% lan-
thanum, and a balance of nickel.
[0038] As used herein, "INCONEL 100" refers to an
alloy including a composition, by weight, of about 10%
chromium, about 15% cobalt, about 3% molybdenum,
about 4.7% titanium, about 5.5% aluminum, about 0.18%
carbon, and a balance of nickel.
[0039] As used herein, "INCONEL 600" refers to an
alloy including a composition, by weight, of about 15.5%
chromium, about 8% iron, about 1% manganese, about
0.5% copper, about 0.5% silicon, about 0.15% carbon, ,
and a balance of nickel.
[0040] As used herein, "INCONEL 625" refers to an
alloy including a composition, by weight, of about 21.5%
chromium, about 5% iron, about 9% molybdenum, about
3.65% niobium, about 1% cobalt, about 0.5% manga-
nese, about 0.4% aluminum, about 0.4% titanium, about
0.5% silicon, about 0.1% carbon, and a balance of nickel.
[0041] As used herein, "INCONEL 718" refers to an
alloy including a composition, by weight, of about 17%
chromium, about 0.35 aluminum, about 2.80 molybde-
num, about 0.65 titanium, about 4.75 niobium + tantalum,
and a balance of nickel + cobalt (1% max of cobalt).
[0042] As used herein, "INCONEL 738" refers to an
alloy including a composition, by weight, of about 0.17%
carbon, about 16% chromium, about 8.5% cobalt, about
1.75% molybdenum, about 2.6% tungsten, about 3.4%
titanium, about 3.4% aluminum, about 0.1% zirconium,
about 2% niobium, and a balance of nickel.
[0043] As used herein, "INCONEL 939" refers to an
alloy including a composition, by weight, of about 0.15%
carbon, about 22.5% chromium, about 19% cobalt, about
2% tungsten, about 3.8% titanium, about 1.9% alumi-
num, about 1.4% tantalum, about 1% niobium, and a bal-
ance of nickel.
[0044] As used herein, "L605" refers to an alloy includ-
ing a composition, by weight, of about 20% chromium,
about 10% nickel, about 15% tungsten, about 0.1% car-
bon, and a balance of cobalt.
[0045] As used herein, "MAR-M-247" refers to an alloy
including a composition, by weight, of about 5.5% alumi-
num, about 0.15% carbon, about 8.25% chromium, about

10% cobalt, about 10% tungsten, about 0.7% molybde-
num, about 0.5% iron, about 1% titanium, about 3% tan-
talum, about 1.5% hafnium, and a balance of nickel.
[0046] As used herein, "MAR-M-509" refers to an alloy
including a composition, by weight, of about 24% chro-
mium, about 10% nickel, about 7% tungsten, about 3.5%
tantalum, about 0.5% zirconium, about 0.6% carbon, and
a balance of cobalt.
[0047] As used herein, "MAR-M-509B" refers to an al-
loy including a composition, by weight, of about 23.5%
chromium, about 10% nickel, about 7% tungsten, about
3.5% tantalum, about 0.45% zirconium, about 2.9% bo-
ron, about 0.6% carbon, about 0.2% titanium, and a bal-
ance of cobalt.
[0048] As used herein, "PD-201" refers to an alloy in-
cluding a composition, by weight, of about 40% nickel,
and a balance of palladium.
[0049] As used herein, "René 108" refers to an alloy
including a composition, by weight, of about 8.4% chro-
mium, about 9.5% cobalt, about 5.5% aluminum, about
0.7% titanium, about 9.5% tungsten, about 0.5% molyb-
denum, about 3% tantalum, about 1.5% hafnium, and a
balance of nickel.
[0050] As used herein, "René N5" refers to an alloy
including a composition, by weight, of about 7.5% cobalt,
about 7.0% chromium, about 6.5% tantalum, about 6.2%
aluminum, about 5.0% tungsten, about 3.0% rhenium,
about 1.5% molybdenum, about 0.15% hafnium, and a
balance of nickel.
[0051] As used herein, "Stainless Steel 316" refers to
an alloy including a composition, by weight, of about 16%
chromium, about 10% nickel, about 2% molybdenum,
and a balance of iron.
[0052] As used herein, "Stainless Steel 420" refers to
an alloy including a composition, by weight, of about 13%
chromium, at least 0.15% carbon, and a balance of iron.
[0053] An embodiment of a turbine article 200 is shown
in FIG. 2. The turbine article 200 includes the pre-sintered
preform 160 and at least one turbine article component
210. The turbine article 200 may be formed by securing
the pre-sintered preform 160 to the at least one turbine
article component 210. Various techniques may be used
to secure the pre-sintered preform 160 to the at least one
turbine article component 210, including welding, me-
chanical, brazing, laser welding, friction welding, ultra-
sonic welding, additive manufacturing, and combinations
thereof. In some embodiments, the turbine article 200
may be a turbine bucket, a turbine nozzle, a turbine
shroud, an airfoil, and combinations thereof. In other em-
bodiments, the turbine article 200 may itself be a further
component of a turbine part such as a turbine nozzle, a
turbine shroud, and/or an airfoil.
[0054] In some embodiments, the pre-sintered preform
160 may be a near net shape component. Near net shape
components exit the manufacturing process substantially
in the shape and/or configuration desired for use. Near
net shape manufacturing may be used produce compo-
nents having curved surfaces and complex geometries.
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Components manufactured to near net shape typically
require little or no post fabrication processing (e.g., ma-
chining) prior to use, allowing material loss and/or wast-
age due to post fabrication processing to be reduced or
eliminated.
[0055] FIG. 3 is a flowchart of a method 300 of making
the pre-sintered preform 160 including making a pre-sin-
tered preform by a binder jet additive manufacturing tech-
nique. In the example of FIG. 3, at block 310, a first pow-
der layer 110 including a first powder and a second pow-
der is deposited. At block 320, a binder is deposited at a
pre-determined location of the first powder layer to form
the first binder region 120. At block 330, a second powder
layer 130 is deposited over at least a portion of the first
powder layer 110 and at least a portion of the first binder
region 120. At block 340, a second binder is deposited
at a pre-determined location of the second powder layer
130 to form a second binder region 140. The second
binder region 140 at least partially overlaps the first binder
region 120. At block 350, at least a portion of the binder
is solidified to form a near net shape green part 150. At
block 360, the near net shape green part 150 is densified
forming the pre-sintered preform 160 near net shape
component.
[0056] FIG. 4 is a flowchart of a method 400 of making
the turbine article 200. In the example of FIG. 4, at block
410, the at least one turbine article component 210 is
provided. At block 420, the at least one pre-sintered pre-
form 160 is secured to the turbine article component 210
to form the turbine article 200.
[0057] While the invention has been described with ref-
erence to one or more embodiments, it will be understood
by those skilled in the art that various changes may be
made and equivalents may be substituted for elements
thereof without departing from the scope of the invention.
In addition, many modifications may be made to adapt a
particular situation or material to the teachings of the in-
vention without departing from the essential scope there-
of. Therefore, it is intended that the invention not be lim-
ited to the particular embodiment disclosed as the best
mode contemplated for carrying out this invention, but
that the invention will include all embodiments falling
within the scope of the appended claims. In addition, all
numerical values identified in the detailed description
shall be interpreted as though the precise and approxi-
mate values are both expressly identified.
[0058] Various aspects and embodiments of the
present invention are defined by the following clauses:

1. A method of making a near net shape component,
comprising:
forming a near net shape component by a binder jet
additive manufacturing technique, the binder jet ad-
ditive manufacturing technique including:

depositing a first powder layer including a first
powder and a second powder;

depositing a first binder at a pre-determined lo-
cation of the first powder layer;

depositing a second powder layer over at least
a portion of the first powder layer;

depositing a second binder at a pre-determined
location of the second powder layer;

at least partially curing at least a portion of the
first binder and at least a portion of the second
binder to form a near net shape green part.

2. The method of clause 1, further comprising den-
sifying the green part to form a pre-sintered preform
near net shape component.

3. The method of clause 2, further comprising as-
sembling a turbine article, the assembling a turbine
article including securing the pre-sintered preform
near net shape component to a turbine article com-
ponent to form the turbine article.

4. The method of clause 3, wherein the turbine article
is selected from the group consisting of a turbine
bucket, a turbine nozzle, a turbine shroud, an airfoil,
and combinations thereof.

5. The method of clause 3, wherein the securing the
pre-sintered preform near net shape component
comprises welding, mechanical, brazing, laser weld-
ing, friction welding, ultrasonic welding, additive
manufacturing, and combinations thereof.

6. The method of clause 2, further comprising con-
figuring the pre-sintered preform near net shape
component to allow a fluid flow through the pre-sin-
tered preform near net shape component.

7. The method of clause 2, wherein the component
is selected from the group consisting of a turbine
bucket, a turbine nozzle, a turbine shroud, an airfoil,
and combinations thereof.

8. The method of clause 1, further comprising infil-
trating the green part with an infiltration material.

9. The method of clause 8, wherein the infiltration
material is selected from the group consisting of cop-
per alloys, nickel alloys, cobalt alloys, and palladium
alloys.

10. The method of clause 1, wherein densifying the
green part includes sintering, solutionizing, aging,
and combinations thereof.

11. The method of clause 10, wherein the densifying
includes sintering.
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12. The method of clause 1, wherein the powder ma-
terial includes a first powder having a first melting
temperature and a second powder having a second
melting temperature; and wherein the first melting
temperature is lower than the second melting tem-
perature.

13. The method of clause 12, further comprising
heating the green part to a temperature above the
melting point of the first powder and below the melt-
ing point of the second powder.

14. A near net shape component, comprising:
a densified binder jet deposited pre-sintered preform
comprising a first powder, a second powder, and a
binder, wherein the near net shape component in-
cludes a complex geometry.

15. The near net shape component of clause 14,
wherein the densified pre-sintered preform is at least
one selected from the group consisting of sintered,
solutionized, aged, and combinations thereof.

16. The near net shape component of clause 14,
wherein the densified pre-sintered preform is sin-
tered.

17. The near net shape component of clause 14,
wherein the near net shape component is joined to
a turbine article selected from the group consisting
of a turbine bucket, a turbine nozzle, a turbine
shroud, an airfoil, and combinations thereof.

18. The near net shape component of clause 14,
wherein the first powder has a melting point less than
a melting point of the second powder.

19. The near net shape component of clause 18,
wherein the pre-sintered preform is heated to a tem-
perature above the melting point of the first powder
and below the melting point of the second powder,
wherein the near net shape component is substan-
tially free of cracks when joined to a turbine compo-
nent.

Claims

1. A method (300) of making a near net shape compo-
nent, comprising:
forming a near net shape component by a binder jet
additive manufacturing technique, the binder jet ad-
ditive manufacturing technique including:

depositing a first powder layer (110) including a
first powder and a second powder;
depositing a first binder at a pre-determined lo-
cation of the first powder layer (110);

depositing a second powder layer (130) over at
least a portion of the first powder layer (110);
depositing a second binder at a pre-determined
location of the second powder layer (130);
at least partially curing at least a portion of the
first binder and at least a portion of the second
binder to form a near net shape green part (150).

2. The method (300) of claim 1, further comprising den-
sifying the green part (150) to form a pre-sintered
preform (160) near net shape component.

3. The method (300) of claim 2, further comprising as-
sembling a turbine article (200), the assembling a
turbine article (200) including securing the pre-sin-
tered preform (160) near net shape component to a
turbine article (200) component to form the turbine
article (200).

4. The method (300) of claim 3, wherein the turbine
article (200) is selected from the group consisting of
a turbine bucket, a turbine nozzle, a turbine shroud,
an airfoil, and combinations thereof.

5. The method (300) of any one of claims 2 to 4, further
comprising configuring the pre-sintered preform
(160) near net shape component to allow a fluid flow
through the pre-sintered preform (160) near net
shape component.

6. The method (300) of any one of claims 2 to 5, wherein
the component is selected from the group consisting
of a turbine bucket, a turbine nozzle, a turbine
shroud, an airfoil, and combinations thereof.

7. The method (300) of any one of claims 1 to 6, further
comprising infiltrating the green part (150) with an
infiltration material selected from the group consist-
ing of copper alloys, nickel alloys, cobalt alloys, and
palladium alloys.

8. The method (300) of any one of claims 2 to 7, wherein
densifying the green part (150) includes sintering,
solutionizing, aging, and combinations thereof.

9. The method (300) of any one of claims 1 to 8, wherein
the powder material includes a first powder having
a first melting temperature and a second powder
having a second melting temperature; and wherein
the first melting temperature is lower than the second
melting temperature.

10. The method (300) of any one of claims 1 to 9, further
comprising heating the green part (150) to a temper-
ature above the melting point of the first powder and
below the melting point of the second powder.

11. A near net shape component, comprising:
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a densified binder jet deposited pre-sintered preform
(160) comprising a first powder, a second powder,
and a binder, wherein the near net shape component
includes a complex geometry.

12. The near net shape component of claim 11, wherein
the densified pre-sintered preform (160) is at least
one selected from the group consisting of sintered,
solutionized, aged, and combinations thereof.

13. The near net shape component of claim 11 or 12,
wherein the near net shape component is joined to
a turbine article (200) selected from the group con-
sisting of a turbine bucket, a turbine nozzle, a turbine
shroud, an airfoil, and combinations thereof.

14. The near net shape component of any one of claims
11 to 13, wherein the first powder has a melting point
less than a melting point of the second powder.

15. The near net shape component of any one of claims
11 to 14, wherein the pre-sintered preform (160) is
heated to a temperature above the melting point of
the first powder and below the melting point of the
second powder, wherein the near net shape compo-
nent is substantially free of cracks when joined to a
turbine component.
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