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(54) METALLURGICAL PROCESS AND ARTICLE WITH NICKEL-CHROMIUM SUPERALLOY

(57) A method of metallurgical processing includes,
providing a workpiece that has been formed by additive
manufacturing of a nickel-chromium based superalloy.
The workpiece has an internal porosity (28) and a micro-
structure with a columnar grain structure (30) and delta
phase (32). The workpiece is then hot isostatically

pressed to reduce the internal porosity (28) and to at least
partially retain the columnar grain structure (30) and the
delta phase (32). The workpiece is then heat treated to
at least partially retain the columnar grain structure (30)
and the delta phase (32).
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Description

BACKGROUND

[0001] The class of nickel-chromium based superal-
loys generally has good strength and corrosion resist-
ance. However, strength properties of this class of su-
peralloy, such as ultimate strength, fatigue strength and
creep strength, are sensitive to how the superalloy is
processed to form an end-use component. Some types
of articles require high ultimate, fatigue, and creep
strength. Such articles may be cast from the superalloy
and subsequently heat treated to develop a microstruc-
ture that yields high strength properties. However, while
the technique of casting and heat treating can produce
a microstructure that yields acceptable properties,
processing techniques other than casting may introduce
different heat history and thus a different microstructure
that may yield unacceptable properties.

SUMMARY

[0002] A method of metallurgical processing according
to an example of the present disclosure includes provid-
ing a workpiece that has been formed by additive man-
ufacturing of a nickel-chromium based superalloy. The
workpiece has an internal porosity and a microstructure
with a columnar grain structure and delta phase. The
workpiece is hot isostatically pressed to reduce the in-
ternal porosity and to at least partially retain the columnar
grain structure and the delta phase. After the hot isostatic
pressing, the workpiece is heat treated to at least partially
retain the columnar grain structure and the delta phase.
[0003] In an embodiment, the method may comprise
forming the workpiece by additively manufacturing a nick-
el-chromium based superalloy.
[0004] In a further embodiment of any of the foregoing
embodiments, the hot isostatic pressing of the workpiece
forms new delta phase at grain boundaries in the colum-
nar grain structure, and the heat treating of the workpiece
after the hot isostatic pressing forms additional new delta
phase at grain boundaries in the columnar grain struc-
ture.
[0005] In a further embodiment of any of the foregoing
embodiments, the nickel-chromium based superalloy
has a composition including, by weight: 50-55% Ni + Co,
17-21% Cr, 4.74-5.5% Nb + Ta, 2.8-3.3% Mo, 0.65-1.15
Ti, 0.2-0.8 Al, and a balance Fe and impurities.
[0006] In a further embodiment of any of the foregoing
embodiments, the workpiece has a geometry of an aer-
ospace component.
[0007] In a further embodiment of any of the foregoing
embodiments, the hot isostatic pressing reduces the in-
ternal porosity by a relative percentage of least 40%.
[0008] In a further embodiment of any of the foregoing
embodiments, after the heat treating the workpiece has
a yield strength of greater than 120 ksi (827 MPa) at both
70°F (21°C) and 1200°F (649°C).

[0009] In a further embodiment of any of the foregoing
embodiments, after the heat treating the workpiece has
an ultimate tensile strength of greater than 140 ksi (965
MPa) at both 70°F (21°C) and 1200°F (649°C).
[0010] In a further embodiment of any of the foregoing
embodiments, the hot isostatic pressing includes holding
the workpiece under a temperature condition of approx-
imately 1850°F (1010°C) to approximately 1900°F
(1038°C) and a pressure condition of approximately 15
ksi (103 MPa) to approximately 25 ksi (172 MPa).
[0011] In a further embodiment of any of the foregoing
embodiments, the heat treating includes solution heat
treating the workpiece under a temperature condition of
approximately 1750°F (954°C) to approximately 1850°F
(1010°C), followed by aging the workpiece under one or
more aging temperature conditions up to approximately
1400°F (760°C).
[0012] In a further embodiment of any of the foregoing
embodiments, the heat treating also forms intragranular
equiaxed grains in the columnar grain structure.
[0013] A method of metallurgical processing according
to an example of the present disclosure includes forming
a workpiece by selectively consolidating a nickel-chro-
mium based superalloy powder under a vacuum envi-
ronment, layer-by-layer, using an electron beam. The
workpiece has an internal porosity and a microstructure
with a columnar grain structure and delta phase. The
workpiece is hot isostatically pressed under a tempera-
ture condition of approximately 1850°F (1010°C) to ap-
proximately 1900°F (1040°C) and a pressure condition
of approximately 15 ksi (103 MPa) to approximately 25
ksi (172 MPa). After the hot isostatic pressing, the work-
piece is solution heat treated under a solution tempera-
ture condition of approximately 1750°F (954°C) to ap-
proximately 1850°F (1010°C). After the solution heat
treating, the workpiece is aged under one or more aging
temperature conditions up to approximately 1400°F
(760°C). After the aging, the workpiece has a columnar
grain structure, intragranular delta phase in the columnar
grain structure, and delta phase at grain boundaries in
the columnar grain structure.
[0014] In a further embodiment of any of the foregoing
embodiments, the nickel-chromium based superalloy
has a composition including, by weight: 50-55% Ni + Co,
17-21% Cr, 4.74-5.5% Nb + Ta, 2.8-3.3% Mo, 0.65-1.15
Ti, 0.2-0.8 Al, and a balance Fe and impurities.
[0015] In a further embodiment of any of the foregoing
embodiments, the workpiece has a geometry of an aer-
ospace component.
[0016] In a further embodiment of any of the foregoing
embodiments, the hot isostatic pressing reduces the in-
ternal porosity by a relative percentage of least 40%.
[0017] In a further embodiment of any of the foregoing
embodiments, after the aging the workpiece has a yield
strength of greater than 120 ksi (827 MPa) at both 70°F
(21°C) and 1200°F (649°C), and an ultimate tensile
strength of greater than 140 ksi (965 MPa) at both 70°F
(21°C) and 1200°F (649°C).
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[0018] In a further embodiment of any of the foregoing
embodiments, after the aging the workpiece has an in-
tragranular equiaxed grains in the columnar grain struc-
ture.
[0019] A superalloy article according to an example of
the present disclosure includes an additively manufac-
tured component formed of a nickel-chromium superalloy
having an internal porosity, by volume, of less than 0.6%
and a microstructure with a columnar grain structure, in-
tragranular delta phase in the columnar grain structure,
and delta phase at grain boundaries in the columnar grain
structure.
[0020] In a further embodiment of any of the foregoing
embodiments, the nickel-chromium based superalloy
has a composition including, by weight: 50-55% Ni + Co,
17-21% Cr, 4.74-5.5% Nb + Ta, 2.8-3.3% Mo, 0.65-1.15
Ti, 0.2-0.8 Al, and a balance Fe and impurities.
[0021] In a further embodiment of any of the foregoing
embodiments, the internal porosity is 0.5% or less.
[0022] In a further embodiment of any of the foregoing
embodiments, the microstructure has intragranular equi-
axed grains in the columnar grain structure.
[0023] In a further embodiment of any of the foregoing
embodiments, the intragranular equiaxed grains have an
average size of 5 micrometers.
[0024] In a further embodiment of any of the foregoing
embodiments, the article is an aerospace article.

BRIEF DESCRIPTION OF THE DRAWINGS

[0025] The various features and advantages of the
present disclosure will become apparent to those skilled
in the art from the following detailed description. The
drawings that accompany the detailed description can
be briefly described as follows.

Figure 1 illustrates an example method of metallur-
gical processing.
Figure 2A illustrates a cross-section of a workpiece
microstructure after fabrication by electron beam ad-
ditive manufacturing, taken along a longitudinal di-
rection.
Figure 2B illustrates a cross-section of a workpiece
microstructure after fabrication by electron beam ad-
ditive manufacturing, taken along a transverse direc-
tion.
Figure 3A illustrates a cross-section of a workpiece
after fabrication by electron beam additive manufac-
turing.
Figure 3B illustrates a cross-section of a workpiece
after hot isostatic pressing at 1850°F (1010°C).
Figure 3C illustrates a cross-section of a workpiece
after hot isostatic at 1900°F (1038°C).
Figure 4A illustrates a cross-section after hot isostat-
ic pressing at 1850°F (1010°C).
Figure 4B illustrates a cross-section after hot isostat-
ic pressing at 1850°F (1010°C) and solution/precip-
itation aging treatment.

Figure 5A illustrates a cross-section after hot isostat-
ic pressing at 1900°F (1038°C).
Figure 5B illustrates a cross-section after hot isostat-
ic processing at 1900°F (1038°C) and solution/pre-
cipitation and aging treatment.
Figure 5C illustrates a cross-section taken in a trans-
verse direction after hot isostatic pressing at 1900°F
(1038°C) and solution/precipitation and aging treat-
ment.
Figure 6A illustrates a cross-section taken in a lon-
gitudinal direction after hot isostatic pressing at
2125°F (1163°C).
Figure 6B illustrates a cross-section after hot isostat-
ic pressing at 2125°F (1163°C) and solution/precip-
itation and aging treatment.
Figure 7A illustrates a graph of yield strength.
Figure 7B illustrates a graph of ultimate tensile
strength.
Figure 8 illustrates an example superalloy article that
can be fabricated by the method of Figure 1.

DETAILED DESCRIPTION

[0026] When a superalloy powder is processed under
a vacuum condition (i.e., below standard atmospheric
pressure) in an additive manufacturing process, the pow-
der processing introduces porosity. The porosity can po-
tentially debit properties, such as fatigue strength, and
is often not acceptable in the end-use component. Fur-
thermore, under similar heat treating conditions as for a
casting, the microstructure that results from the powder
processing leads to a final microstructure that does not
have the desired high strength properties.
[0027] Figure 1 schematically illustrates an example
method 20 of metallurgical processing of a nickel-chro-
mium based superalloy. The method 20 provides a met-
allurgical process for a workpiece that is formed by pow-
der additive manufacturing and which can yield higher
strength properties. As shown, the method 20 generally
includes steps 22, 24, and 26. Turning first to step 22, a
workpiece is provided that has been formed by additive
manufacturing of a nickel-chromium based superalloy.
For example, the nickel-chromium based superalloy has
a composition including, by weight: 50-55% Ni + Co,
17-21% Cr, 4.74-5.5% Nb + Ta, 2.8-3.3% Mo, 0.65-1.15
Ti, 0.2-0.8 Al, and a balance Fe and impurities. An ex-
ample nickel-chromium based superalloy is known as
INCONEL® 718 (HUNTINGTON ALLOYS CORPORA-
TION). The provision of the workpiece in step 22 can
simply include receiving and having a workpiece that is
formed by the additive manufacturing process of the nick-
el-chromium based superalloy. Alternatively, the provi-
sion of the workpiece in step 22 can include forming the
workpiece using an additive manufacturing process.
[0028] One example additive manufacturing process
can include consolidating a powder of the nickel-chromi-
um based superalloy under a vacuum environment. The
vacuum environment reduces the potential for the forma-
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tion of oxides that might otherwise debit the properties
of the article. The powder is deposited layer-by-layer in
a powder bed, and each layer is selectively consolidated
using an electron beam. Electron beam additive manu-
facturing and process parameters for nickel alloys is gen-
erally known and is thus not discussed in further detail
herein.
[0029] For electron beam additive manufacturing the
beam power is typically much higher than for other types
of energy beams, such as laser beams. Because of the
higher power, a larger average size of powder, which is
less costly than smaller sized powders, can be used. In
other words, the relatively high power (e.g., 500 Watts)
of the electron beam is capable of melting and consoli-
dating the larger sized powder. For example, the powder
can have, but is not limited to, an average size of approx-
imately 70 micrometers to approximately 100 microme-
ters. However, the larger sized powder generally includes
a higher level of porosity in the powder particulates in
comparison to smaller sized particulates and is also more
likely to entrap residual gas that is not able to escape
before the melted powder cools and solidifies during the
process. Thus, the workpiece formed by electron beam
additive manufacturing has a relatively high internal po-
rosity in comparison to cast articles and articles formed
by laser additive manufacturing processes using smaller
sized powders.
[0030] The melting and relatively rapid cooling of the
superalloy during the electron beam additive manufac-
turing process generates a microstructure that has a co-
lumnar grain structure. The columnar grain structure in-
cludes grains that are elongated along the direction of
build during the electron beam additive manufacturing.
For example, where the powder layers deposited and
selectively consolidated in a vertical fashion, the grains
are elongated in the vertical direction. For purposes of
directional orientation later in this disclosure, the elon-
gated direction may be referred to as the longitudinal
direction and the direction perpendicular to the elongated
direction may be referred to as the transverse direction.
[0031] The melting and relatively rapid cooling of the
superalloy during the electron beam additive manufac-
turing process also generates delta phase in the colum-
nar grain structure. For the nickel-chromium based su-
peralloy, the delta phase is orthorhombic Ni3Nb and typ-
ically has a needle-like structure. The grains of the co-
lumnar grain structure also contain γ’ (gamma prime)
and/or γ" (gamma double prime) phases. The γ’ (gamma
prime) phase is face centered cubic Ni3Al and the γ"
(gamma double prime) phase is body centered tetragonal
Ni3Nb.
[0032] After step 22 the workpiece is hot isostatically
pressed at step 24 to reduce the internal porosity in the
workpiece. In addition to reducing porosity, the hot iso-
static pressing is conducted under conditions that at least
partially retain the columnar grain structure and the delta
phase, and that also form new delta phase at grain
boundaries in the columnar grain structure. The term "at

least partially retain" or variations thereof refers to a struc-
ture or phase that was present before a process step and
that is substantially present after the process step, but
not necessarily in the same amount or to the same de-
gree. For example, the columnar grain structure is re-
tained, but the size and/or amount of columnar grains
may have changed.
[0033] After the hot isostatic pressing, the workpiece
is heat treated at step 26. The purpose of the heat treat-
ment is to further develop the microstructure to obtain
high strength properties. In this regard, the heat treat-
ment is conducted under conditions that at least partially
retain the columnar grain structure and the delta phase.
The heat treatment also forms additional new delta phase
at grain boundaries in the columnar grain structure and
may form intragranular equiaxed grains in the columnar
grain structure. For example, the heat treatment includes
a solution/precipitation heat treatment and an aging heat
treatment, examples of which are described below.
[0034] The retention of the delta phase and formation
of new delta phase through the hot isostatic pressing in
step 24 contributes to the ability to obtain high strength
properties after the later heat treatment. The delta phase
functions to inhibit grain growth during the later heat treat-
ment, thus reducing the potential that the grains will grow
to very large grain sizes and reduce the strength prop-
erties. However, it is also desirable that the hot isostatic
pressing at step 24 be conducted at conditions that avoid
generating too much new delta phase. The new delta
phase may be at least partially retained through the later
heat treatment. If retained, the end article may have high
levels of delta phase that debit strength properties.
[0035] In one example, the hot isostatic pressing of
step 24 is conducted at holding the workpiece under a
temperature condition of approximately 1850°F (1010°C)
to approximately 1900°F (1038°C) in a pressure condi-
tion of approximately 15 ksi (103 MPa) to approximately
25 ksi (172 MPa). The hold time is typically approximately
4 hours, but may be varied by twenty-five minutes (longer
or shorter).
[0036] The heat treating of step 26 can include a so-
lution heat treatment and an aging heat treatment. For
example, the solution heat treatment includes holding
the workpiece under a solution temperature condition of
approximately 1750°F (954°C) to approximately 1850°F
(1010°C) for approximately 8 hours. The aging heat treat-
ment can be conducted by holding the workpiece under
one or more aging temperature conditions up to approx-
imately 1400°F (760°C). For example, the aging heat
treatment can include initially holding the workpiece at a
first, relatively high aging temperature condition followed
by holding the workpiece at a relatively lower aging tem-
perature condition. In one example, the higher aging tem-
perature condition is approximately 1300°F (704°C) to
approximately 1400°F (760°C) and the lower aging tem-
perature condition is approximately 1100°F (593°C) to
approximately 1200°F (649°C).
[0037] Figures 2A and 2B illustrate cross-sections of

5 6 



EP 3 263 724 A1

5

5

10

15

20

25

30

35

40

45

50

55

a workpiece after electron beam additive manufacturing
but before hot isostatic pressing. The cross-section of
Figure 2A is taken in the longitudinal direction and shows
a columnar grain structure 30 with delta phase 32 dis-
persed in the columnar grain structure 30. The cross-
section shown in Figure 2B is taken in the transverse
direction and also shows the delta phase 32.
[0038] Figures 3A, 3B, and 3C illustrate cross-sections
of workpieces at different stages in the method 20. Figure
3A illustrates a cross-section of a workpiece after elec-
tron beam additive manufacturing. As shown, the work-
piece contains a relatively high amount of porosity 28,
such as greater than 0.6% porosity.
[0039] Figure 3B illustrates a cross-section of a work-
piece after the hot isostatic pressing of step 24. The hot
isostatic processing reduced the internal porosity 28 by
a relative percentage of at least 40%. In this example,
the hot isostatic processing was conducted under a tem-
perature condition of approximately 1850°F (1010°C)
and a pressure condition of approximately 25 ksi (172
MPa) for approximately 4 hours.
[0040] Figure 3C illustrates another cross-section of a
workpiece after hot isostatic processing. Again, the hot
isostatic processing reduced the internal porosity. In this
example, the hot isostatic processing was conducted un-
der a temperature condition of approximately 1900°F
(1038°C) and a pressure condition of approximately 20
ksi (138 MPa) for a time of approximately 4 hours.
[0041] Figure 4A shows a cross-section of a workpiece
after hot isostatic processing under a temperature con-
dition of approximately 1850°F (1010°C) and a pressure
condition of approximately 25 ksi (172 MPa) for a time
of approximately 4 hours. As shown, the workpiece at
least partially retained the columnar grain structure 30
and at least some of the delta phase 32 that was present
prior to the hot isostatic pressing. At grain boundaries 34
the workpiece includes new delta phase 36 that is small-
er/finer than the delta phase 32 originally present prior
to the hot isostatic pressing.
[0042] Figure 4B shows a cross-section of a workpiece
after solution/precipitation heat treating and aging ac-
cording to step 26. In this example, the workpiece was
previously hot isostatically pressed under a temperature
condition of approximately 1850°F (1010°C) and a pres-
sure condition of approximately 25 ksi (172 MPa) for ap-
proximately 4 hours. As shown, the workpiece has still
retained the columnar microstructure 30, at least some
of the delta phase 32 that was present after the hot iso-
static pressing, and the new delta phase 36 that devel-
oped at the grain boundaries 34 from the hot isostatic
pressing. However, the workpiece now also includes in-
tragranular equaxed grins 38 in the columnar grain struc-
ture 30.
[0043] Figure 5A illustrates a cross-section of another
workpiece after hot isostatic pressing. In this example,
the workpiece was hot isostatically pressed under a tem-
perature condition of approximately 1900°F (1038°C)
and a pressure condition of approximately 20 ksi (138

MPa) for approximately 4 hours. In this example, the
microstructure is more refined than the microstructure of
the workpiece in Figure 4A in that there is less delta phase
32 that was present before the hot isostatic pressing.
However, the new delta phase 36 was formed at the grain
boundaries 34 in the columnar grain structure 30.
[0044] Figure 5B shows a longitudinal cross-section of
another example workpiece after solution/precipitation
and aging treatments, and Figure 5C shows a transverse
cross-section of the workpiece. Again, the microstructure
has at least partially retained the columnar grain structure
30 and at least some of the previously present delta
phase 32, along with forming new delta phase 36 at the
grain boundaries 34. As shown in Figure 5C, intragran-
ular equiaxed grains 38 may also have formed in the
columnar grain structure 30.
[0045] For comparison, Figure 6A shows a longitudinal
cross-section of a workpiece after hot isostatic pressing
at a temperature condition of 2125°F (1163°C) and a
pressure condition of 15 ksi (103 MPa) for 4 hours. Figure
6B shows a longitudinal cross-section of the workpiece
after solution/precipitation treatment and aging. As
shown, the columnar grain structure has not been re-
tained, and instead, new large-sized grains have devel-
oped. For example, the microstructure has an average
size of approximately 300 micrometers after the aging
treatment. As a result, the strength properties of the work-
piece processed at this higher hot isostatic temperature
condition are much lower than for hot isostatic processing
at the lower temperature conditions above.
[0046] Figures 7A and 7B show relative strength data
for workpieces "as-built" (after electron beam additive
manufacturing), after hot isostatic pressing at 1850°F +
(1010°C +) solution/precipitation and aging treatment, af-
ter hot isostatic pressing at 1900°F + (1038°C +) solu-
tion/precipitation and aging treatment, and after hot iso-
static pressing at 2125°F + (1163°C +) solution/precipi-
tation and aging treatment.
[0047] Figure 7A shows yield strength at 70°F (21°C)
and 1200°F (649°C). Hot isostatic pressing at the highest
temperature of 2125°F (1163°C) under the same heat
treatment as the other samples provides little or no ad-
ditional increase in strength versus the strength of the
workpieces after only additive manufacturing. In contrast,
hot isostatic pressing at the lower temperatures of
1850°F (1010°C) or 1900°F (1038°C) increases yield
strength beyond what is achieved at the higher temper-
ature of 2125°F (1163°C).
[0048] Figure 7B shows a similar trend for ultimate ten-
sile strength at 70°F (21°C) and 1200°F (649°C). Hot
isostatic pressing at the higher temperature of 2125°F
(1163°C) provides little or no increase in ultimate tensile
strength versus the strength of the workpiece after addi-
tive manufacturing. In contrast, hot isostatic pressing at
the lower temperatures of 1850°F (1010°C) or 1900°F
(1038°C) provides an increase in ultimate tensile
strength. For example, workpieces processed at 1850°F
(1010°C) or 1900°F (1038°C) have a yield strength of
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greater than 120 ksi (827 MPa) at both 70°F (21°C) and
1200°F (649°C) and ultimate tensile strength of greater
than 140 ksi (965 MPa) at both 70°F (21°C) and 1200°F
(649°C).
[0049] The resulting microstructure of an article proc-
essed according to the method 20 may have character-
istics that are similar to the microstructures shown in Fig-
ures 4B, 5B, or 5C. Moreover, the internal porosity, due
to the hot isostatic pressing, can be reduced by a relative
percentage of least 40%. For example, the porosity can
be reduced, by volume, to less than 0.6%. In further ex-
amples, the internal porosity may be less than 0.5% or
less than 0.3 %. Figure 8 illustrates one example article
50 that may be fabricated using the method 20. In this
example, the article 50 is schematically shown as a tur-
bine engine vane. However, it is to be understood that
the disclosure is not limited to vanes and that the article
may alternatively be fabricated in the form of a blade,
seal, or other aerospace article.
[0050] The temperatures herein are provided in Fahr-
enheit and strength values are provided in ksi (kilopounds
per square inch). Temperatures given in Fahrenheit are
readily convertible to Celsius, and values given in ksi are
readily convertible to MPa (megapascals). The table be-
low includes conversions of the temperatures and
strength values used herein.

[0051] Although a combination of features is shown in
the illustrated examples, not all of them need to be com-
bined to realize the benefits of various embodiments of
this disclosure. In other words, a system designed ac-
cording to an embodiment of this disclosure will not nec-
essarily include all of the features shown in any one of
the Figures or all of the portions schematically shown in
the Figures. Moreover, selected features of one example
embodiment may be combined with selected features of

Value Units Converted Value Units

2125 °F 1163 °C

1900 °F 1038 °C

1850 °F 1010 °C

1400 °F 760 °C

1300 °F 704 °C

1200 °F 649 °C

1100 °F 593 °C

70 °F 21 °C

25 ksi 172 MPa

20 ksi 138 M Pa

15 ksi 103 M Pa

120 ksi 827 M Pa

140 ksi 965 M Pa

other example embodiments.
[0052] The preceding description is exemplary rather
than limiting in nature. Variations and modifications to
the disclosed examples may become apparent to those
skilled in the art that do not necessarily depart from this
disclosure. The scope of legal protection given to this
disclosure can only be determined by studying the fol-
lowing claims.

Claims

1. A method of metallurgical processing, the method
comprising:

providing a workpiece that has been formed by
additive manufacturing of a nickel-chromium
based superalloy, the workpiece having an in-
ternal porosity (28) and a microstructure with a
columnar grain structure (30) and delta phase
(32);
hot isostatically pressing the workpiece to re-
duce the internal porosity (28) and to at least
partially retain the columnar grain structure (30)
and the delta phase (32); and
heat treating the workpiece after the hot isostatic
pressing to at least partially retain the columnar
grain structure (30) and the delta phase (32).

2. The method as recited in claim 1, wherein the hot
isostatic pressing of the workpiece forms new delta
phase (36) at grain boundaries (34) in the columnar
grain structure (30), and the heat treating of the work-
piece after the hot isostatic pressing forms additional
new delta phase (36) at grain boundaries (34) in the
columnar grain structure (30).

3. The method as recited in claim 1 or 2, wherein the
hot isostatic pressing reduces the internal porosity
(28) by a relative percentage of least 40%.

4. The method as recited in claim 1, 2 or 3, wherein
after the heat treating the workpiece has a yield
strength of greater than 120 ksi (827 MPa) at both
70°F (21°C) and 1200°F (649°C).

5. The method as recited in any preceding claim,
wherein after the heat treating the workpiece has an
ultimate tensile strength of greater than 140 ksi (965
MPa) at both 70°F (21°C) and 1200°F (649°C).

6. The method as recited in any preceding claim,
wherein the hot isostatic pressing includes holding
the workpiece under a temperature condition of ap-
proximately 1850°F (1010°C) to approximately
1900°F (1038°C) and a pressure condition of ap-
proximately 15 ksi (103 MPa) to approximately 25
ksi (172 MPa).
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7. The method as recited in any preceding claim,
wherein the heat treating includes solution heat treat-
ing the workpiece under a temperature condition of
approximately 1750°F (954°C) to approximately
1850°F (1010°C), followed by aging the workpiece
under one or more aging temperature conditions up
to approximately 1400°F (760°C).

8. The method as recited in any preceding claim,
wherein the heat treating also forms intragranular
equiaxed grains (38) in the columnar grain structure
(30).

9. The method as recited in any preceding claim, com-
prising forming the workpiece by selectively consol-
idating a nickel-chromium based superalloy powder
under a vacuum environment, layer-by-layer, using
an electron beam.

10. A superalloy article (50) comprising an additively
manufactured component formed of a nickel-chro-
mium superalloy having an internal porosity (28), by
volume, of less than 0.6% and a microstructure with
a columnar grain structure (30), intragranular delta
phase (32) in the columnar grain structure (30), and
delta phase (36) at grain boundaries (34) in the co-
lumnar grain structure (30).

11. The superalloy article as recited in claim 10, wherein
the internal porosity (28) is 0.5% or less.

12. The superalloy article as recited in claim 10 or 11,
wherein the microstructure has intragranular equi-
axed grains (38) in the columnar grain structure (30).

13. The superalloy article as recited in claim 10, 11 or
12, wherein the intragranular equiaxed grains (38)
have an average size of 5 micrometers.

14. The method or superalloy article as recited in any
preceding claim, wherein the workpiece has a ge-
ometry of an aerospace component or the article (50)
is an aerospace article.

15. The method or superalloy article as recited in any
preceding claim, wherein the nickel-chromium
based superalloy has a composition including, by
weight: 50-55% Ni + Co, 17-21% Cr, 4.74-5.5% Nb
+ Ta, 2.8-3.3% Mo, 0.65-1.15 Ti, 0.2-0.8 Al, and a
balance Fe and impurities.
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