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(54) SLURRY INFILTRATION HEAT TREATMENT METHOD OF INFILTRATED FIBER PREFORM

(57) A method of producing a melt infiltrated ceramic
matrix composite (CMC) article that includes the steps
of: forming a ceramic fiber preform; optionally, rigidizing
the ceramic fiber preform with a fiber interphase coating
via a Chemical Vapor Infiltration (CVI) process, infiltrating
a ceramic slurry into the porous body or preform, con-
ducting one or more secondary operations, and finally,
melt infiltrating the preform with molten silicon or a silicon
alloy to form the CMC article. The infiltration of a ceramic
slurry into a ceramic fiber preform to form a green body
is performed along with the use of convection and/or con-
duction as heat transfer mechanisms, such that the ce-
ramic slurry does not require the incorporation of a
pre-gelation material in order for the slurry to remain with-
in the green body during subsequent processing steps.
A method of forming a green body for use in making a
CMC article is also disclosed, the method comprising:

placing a fiber preform inside a pliable container
(210A) having an internal volume and an external sur-
face;

infiltrating (32) a ceramic slurry into a fiber preform
to form a wet infiltrated preform;

creating (33) a pressure differential between the in-
ternal volume and the external surface of the pliable con-
tainer, such that the ceramic slurry remains within the
fiber preform;

placing (34) the pliable container and wet infiltrated
preform into a fluid bath (105, 105A) at ambient temper-
ature;

heating (35) the fluid bath to a predetermined hold
temperature;

maintaining (36) the fluid bath at the hold tempera-
ture for a predetermined time period, wherein the heat
from the fluid bath is transferred to the wet infiltrated pre-
form by convection, conduction, or a combination thereof,
such that the wet infiltrated preform is transformed into
the green body;

removing (37) the pliable container from the fluid
bath; and

removing (38) the green body from the pliable con-
tainer. The pliable container is preferably a bag.
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Description

Field of the disclosure

[0001] This disclosure relates generally to a method of
forming ceramic matrix composite (CMC) articles. More
specifically, this disclosure relates to a slurry infiltration
heat treatment or transfer method used in the formation
of the CMC articles.

Background

[0002] The statements in this section merely provide
background information related to the present disclosure
and may not constitute prior art.
[0003] Articles formed from a ceramic matrix compos-
ite (CMC) are commonly used in a variety of structural
applications due to their thermal resistance, high tem-
perature strength, and chemical stability. In order to make
such CMC articles, a plurality of ceramic fibers are initially
formed into a desired shape, i.e., into a preform, which
may be subsequently rigidized with one or more ceramic
phases. The remaining porosity in the preform is then
infiltrated with a ceramic slurry and bonded with a molten
alloy. For example, a silicon carbide (SiC:SiC) matrix
composite may be made by infiltrating a silicon carbide
slurry into a porous SiC fiber preform followed by drying
and the subsequent introduction of molten silicon or a
silicon (Si) containing alloy into any porosity that remains
in the slurry infiltrated preform through the use of capillary
forces in order to densify the structure and form the CMC
article.
[0004] However, the occurrence of non-uniformities in
the distribution of the solid particulates or particles
present in the ceramic slurry during infiltration or drying
of the ceramic matrix composite (CMC) may affect the
performance of the final CMC article. In order to improve
the uniformity of the ceramic particles (e.g., solid partic-
ulate fillers) that are infiltrated into the pores and inter-
stices of the fiber preform and to ensure that this ceramic
slurry remains in the pores and interstices during subse-
quent processing steps, the present disclosure is direct-
ed to a method in which the infiltration of the slurry in-
cludes an effective heat transfer mechanism. The result-
ing green body of the present disclosure is more uniformly
infiltrated with the ceramic slurry, which can maximize
the efficiency of subsequent molten alloy infiltration steps
and reduce the overall residual porosity within the fin-
ished article.

Summary

[0005] The present disclosure provides a method of
producing a ceramic matrix composite (CMC) article and
a method of forming a green body for use in making a
ceramic matrix composite (CMC) article as set out in the
appended claims.
[0006] In a first aspect the present disclosure provides

a method of producing a ceramic matrix composite
(CMC) article, the method comprising steps of: forming
a fiber preform; optionally, rigidizing the fiber preform with
a fiber interphase coating; transforming the fiber preform
into a green body; the transformation process compris-
ing: placing the fiber preform inside a pliable container
having an internal volume and an external surface; infil-
trating a ceramic slurry into the fiber preform to form a
wet infiltrated preform; creating a pressure differential
between the internal volume and the external surface of
the pliable container, such that the ceramic slurry re-
mains within the rigidized fiber preform; placing the plia-
ble container and wet infiltrated preform into a fluid bath
at ambient temperature; heating the fluid bath to a pre-
determined hold temperature; maintaining the fluid bath
at the hold temperature for a predetermined time period,
wherein the heat from the fluid bath is transferred to the
wet infiltrated preform by convection, conduction, or a
combination thereof, such that the wet infiltrated preform
is transformed into the green body; removing the pliable
container from the fluid bath; and removing the green
body from the pliable container; optionally, conducting
one or more secondary operations on the green body;
and infiltrating the green body with a molten silicon or
silicon alloy to form the CMC article.
[0007] In a second aspect the present disclosure pro-
vides method of forming a green body for use in making
a ceramic matrix composite (CMC) article; the method
comprising: placing the fiber preform inside a pliable con-
tainer having an internal volume and an external surface;
infiltrating a ceramic slurry into a fiber preform to form a
wet infiltrated preform; creating a pressure differential
between the internal volume and the external surface of
the pliable container, such that the ceramic slurry re-
mains within the fiber preform; placing the pliable con-
tainer and wet infiltrated preform into a fluid bath at am-
bient temperature; heating the fluid bath to a predeter-
mined hold temperature; maintaining the fluid bath at the
hold temperature for a predetermined time period, where-
in the heat from the fluid bath is transferred to the wet
infiltrated preform by convection, conduction, or a com-
bination thereof, such that the wet infiltrated preform is
transformed into the green body; removing the pliable
container from the fluid bath; and removing the green
body from the pliable container.
[0008] The skilled person will appreciate that except
where mutually exclusive, a feature or parameter de-
scribed in relation to any one of the above aspects may
be applied to any other aspect. Furthermore, except
where mutually exclusive, any feature or parameter de-
scribed herein may be applied to any aspect and/or com-
bined with any other feature or parameter described
herein.

Brief description of the drawings

[0009] In order that the disclosure may be well under-
stood, there will now be described various forms thereof,
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given by way of example, reference being made to the
accompanying drawings, in which:

Figure 1 is a flowchart of a method for forming a
ceramic matrix composite (CMC) article according
to the teachings of the present disclosure that in-
cludes process steps for forming a green body there-
in;
Figure 2 is a schematic representation of a heat
transfer system prototype for use post infiltration of
the ceramic slurry according to the teachings of the
present disclosure;
Figure 3 is a schematic representation of a prototype
fluid bath utilized in the heat transfer system of Figure
2 with a green body submerged therein;
Figure 4 is a schematic representation of another
heat transfer system for use post infiltration of the
ceramic slurry according to the teachings of the
present disclosure; and
Figure 5 is a schematic representation of a pre-pro-
duction fluid circulation bath utilized in the heat trans-
fer system of Figure 4 during operation thereof.

[0010] The drawings described herein are for illustra-
tion purposes only and are not intended to limit the scope
of the present disclosure in any way. An additional de-
scription of the drawings is provided in Appendix A at-
tached hereto, the contents of which are included as part
of this specification.

Detailed description

[0011] Aspects and embodiments of the present dis-
closure will now be discussed with reference to the ac-
companying figures. Further aspects and embodiments
will be apparent to those skilled in the art.
[0012] The present disclosure provides a method of
producing a melt infiltrated ceramic matrix composite
(CMC) article, including, without limitation, silicon carbide
matrix (SiC:SiC) composite articles. This method gener-
ally comprises the steps of: forming a ceramic fiber pre-
form; optionally, rigidizing the ceramic fiber preform with
a fiber interphase coating via a Chemical Vapor Infiltra-
tion (CVI) process, infiltrating a ceramic slurry into the
porous body or preform, optionally, conducting one or
more secondary operations, and finally, melt infiltrating
the preform with molten silicon or a silicon alloy to form
the CMC article.
[0013] The following description is merely exemplary
in nature and is in no way intended to limit the present
disclosure or the application or use thereof. For example,
the method of preparing ceramic matrix composites
(CMCs) according to the teachings contained herein is
described throughout the present disclosure in conjunc-
tion with a specific fluid bath design or set-up in order to
more fully illustrate the composition and the use thereof.
The incorporation and use of such a method of conduc-
tion heat transfer in the preparation of other CMCs with

other fluid bath designs is contemplated to be within the
scope of the present disclosure.
[0014] For the purpose of this disclosure the terms
"about" and "substantially" are used herein with respect
to measurable values and ranges due to expected vari-
ations known to those skilled in the art (e.g., limitations
and variability in measurements).
[0015] For the purpose of this disclosure, the terms "at
least one" and "one or more of" an element are used
interchangeably and may have the same meaning.
These terms, which refer to the inclusion of a single el-
ement or a plurality of the elements, may also be repre-
sented by the suffix "(s)"at the end of the element. For
example, "at least one source", "one or more sources",
and "source(s)" may be used interchangeably and are
intended to have the same meaning.
[0016] For the purpose of this disclosure, the term
"temperature control" describes controlling a tempera-
ture with minimal variation, such as 65°C; alternatively,
63°C; alternatively, 61°C; alternatively, 60.5°C. When
desirable, this control over the variation in temperature
may also be expressed as a percentage of the measured
temperature. For example, as the measured temperature
is controlled to be within 610%; alternatively, 65%; al-
ternatively, 63%; alternatively, 61%.
[0017] The recitations of numerical ranges by end-
points include the endpoints and all numbers within that
numerical range. For example, a concentration ranging
from 40% by volume to 60% by volume includes concen-
trations of 40% by volume, 60% by volume, and all con-
centrations there between (e.g., 40.1%, 41%, 45%, 50%,
52.5%, 55%, 59%, etc.).
[0018] For purposes of promoting an understanding of
the principles of the present disclosure, reference will
now be made to the embodiments illustrated in the draw-
ings, and specific language will be used to describe the
same. It should be understood that throughout the de-
scription, corresponding reference numerals indicate like
or corresponding parts and features. One skilled in the
art will further understand that any properties reported
herein represent properties that are routinely measured
and may be obtained by multiple different methods. The
methods described herein represent one such method
and other methods may be utilized without exceeding the
scope of the present disclosure.
[0019] No limitation of the scope of the present disclo-
sure is intended by the illustration and description of cer-
tain embodiments herein. In addition, any alterations
and/or modifications of the illustrated and/or described
embodiment(s) are contemplated as being within the
scope of the present disclosure. Further, any other ap-
plications of the principles of the present disclosure, as
illustrated and/or described herein, as would normally
occur to one skilled in the art to which the disclosure
pertains, are contemplated as being within the scope
thereof.
[0020] Referring to Figure 1, a method 1 of producing
a ceramic matrix composite (CMC) article is provided.
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This method 1 comprises the steps of: forming 10 a fiber
preform; optionally, rigidizing 20 the fiber preform with a
fiber interphase coating; transforming 30 the fiber pre-
form into a green body; optionally, conducting 40 one or
more secondary operations on the green body; and infil-
trating 50 the green body with a molten silicon or silicon
alloy to form the CMC article. The step of transforming
30 the fiber preform into a green body is further subdi-
vided into multiple steps 31-38 that are involved in per-
forming such transformation.
[0021] The method of transforming or forming 30 the
fiber preform into a green body comprises the steps of:
placing 31 the fiber preform inside a pliable container
having an internal volume and an external surface; infil-
trating 32 a ceramic slurry into the fiber preform to form
a wet infiltrated preform; creating 33 a pressure differen-
tial between the internal volume and the external surface
of the pliable container, such that the ceramic slurry re-
mains within the rigidized fiber preform; placing 34 the
pliable container and wet infiltrated preform into a fluid
bath at ambient temperature; heating 35 the fluid bath to
a predetermined hold temperature; maintaining 36 the
fluid bath at the hold temperature for a predetermined
time period, wherein the heat from the fluid bath is trans-
ferred to the wet infiltrated preform by conduction, con-
vection, or a combination thereof, such that the wet infil-
trated preform is transformed into the green body; re-
moving 37 the pliable container from the fluid bath; and
removing 38 the green body from the pliable container.
[0022] A ceramic matrix composite (CMC) article is
generally made from a lay-up of a plurality of continuous
ceramic fibers, formed to a desired shape. At this stage
in the production of a CMC article or component, the lay-
up is generally known as a ceramic fiber preform, fiber
preform, or preform. The fiber preform, which may be
partially rigid or non-rigid, may be constructed in any
number of different configurations. For example, the pre-
form may be made of filament windings, braiding, and/or
knotting of fibers, and may include two-dimensional and
three-dimensional fabrics, unidirectional fabrics, and/or
nonwoven textiles. The fibers used in the preform, fur-
thermore, may comprise any number of different mate-
rials capable of withstanding the high processing tem-
peratures used in preparing and operating CMC articles,
such as, but not limited to, carbon fibers, ceramic fibers
(e.g., silicon carbide, alumina, mullite, zirconia, or silicon
nitride), which can be crystalline or amorphous. The ce-
ramic fibers may be suitably coated by various methods.
Alternatively, the fiber preform comprises fibers that in-
clude one or more of silicon carbide (SiC), silicon nitride
(Si3N4), or a mixture or combination thereof. Each of the
fibers is individually selected and may be of the same or
different composition and/or diameter. Alternatively, the
fibers are the same in at least one of said composition
and/or diameter. The ceramic fiber filaments may have
a diameter that is between about 1 micrometer (mm) to
about 50 mm; alternatively, about 5 mm to about 30 mm;
alternatively, about 10 mm to about 20 mm.

[0023] When desirable or required, the ceramic fibers
in the preform may be treated or rigidized by applying a
single fiber interphase coating or a plurality of such coat-
ings thereto. The general purpose of the interphase coat-
ing(s) is to facilitate and/or enhance compatibility be-
tween the ceramic fibers and the ceramic slurry and/or
the molten silicon or silicon alloy that is subsequently
added in order to densify the preform and form the ce-
ramic matrix composite. The rigidizing of the fiber preform
may also enhance the toughness (e.g., crack reduction)
exhibited by the final CMC article, as well as reduce or
prevent reaction between the ceramic fibers and the mol-
ten alloy.
[0024] The interphase coating(s) may be applied to the
fiber preform using any method known to one skilled in
the art, including but not limited to chemical vapor infil-
tration (CVI) or chemical vapor deposition (CVD) proc-
esses; alternatively, by a CVI process. Several examples
of such interphase coatings include, without limitation,
carbon, aluminum nitride, boron nitride, silicon nitride,
silicon carbide, boron carbide, metal borides, transition
metal silicides, transition metal oxides, transition metal
silicates, rare earth metal silicates, and mixtures or com-
binations thereof. Alternatively, the fiber interphase coat-
ing comprises silicon carbide (SiC), silicon nitride (Si3N4),
or a mixture or combination thereof. When used, the fiber
interphase coating(s) may have a thickness that is in the
range of about 0.01 micrometers (mm) to about 20 mi-
crometers (mm); alternatively between about 0.05 mm to
15 mm; alternatively from about 0.1 mm to about 10 mm;
alternatively, from about 0.5 mm to about 5 mm.
[0025] Still referring to Figure 1, the fiber preform may
be transformed 30 into a green body by the infiltration of
a ceramic slurry into the preform and heating the ceramic
slurry in the preform. This ceramic slurry comprises, con-
sists essentially of, or consists of a plurality of solid par-
ticulate fillers, one or more reactive additives, a solvent,
and optionally, one or more dispersants, binders, and/or
gelation polymers. The ceramic slurry infiltrated into the
porous fiber preform comprises a solid loading in the
range of about 5 vol. % to about 80 vol. %; alternatively
in the range of about 10 vol. % to about 70 vol. %; alter-
natively, in the range of about 15 vol. % to about 65 vol.
%; alternatively, in the range of about 20 vol. % to about
60 vol. %, relative to the overall volume of the ceramic
slurry.
[0026] As the ceramic slurry infiltrates 32 the fiber pre-
form, the solid particulate fillers flow into the pores and
interstices that exist between the ceramic fibers. The in-
filtration 32 of the ceramic slurry may be accomplished
in a single step or may comprise multiple infiltration steps
in order to ensure that the fiber preform is fully impreg-
nated with the solid particulate fillers. Each additional in-
filtration step may be performed using a ceramic slurry
composition that is either the same as or different form
the composition used in the first impregnation step.
[0027] The solid particulate fillers in the ceramic slurry
may comprise, without limitation aluminum nitride, alu-
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minum diboride, boron carbide, alumina, mullite, zirco-
nia, carbon, silicon carbide, silicon nitride, transition met-
al nitrides, transition metal borides, rare earth oxides,
and mixtures and combinations thereof. Alternatively, the
solid particulate fillers comprise silicon carbide (SiC), sil-
icon nitride (Si3N4), or a mixture or combination thereof.
The solid particulate fillers may comprise one or more
regular or irregular shapes including, without limitation,
spheres and rods. The size of the solid particulate fillers
may vary, but generally, exhibit a diameter, i.e., the length
of major dimension, that is less than about 50 microme-
ters; alternatively in the range of about 100 nanometers
(nm) up to about 50 micrometers (mm); alternatively,
greater than 200 nm; alternatively, between about 300
nm and about 25 mm.
[0028] The solid particulate fillers are typically present
in various sizes and give rise to a particle size distribution
that can be characterized by a mean average particle
size or diameter. These solid particulate fillers may result
in a mono-, bi-, or multi-modal distribution being observed
upon the measurement of a particle size distribution for
the ceramic slurry using any conventional technique,
such as sieving, microscopy, Coulter counting, dynamic
light scattering, or particle imaging analysis, to name a
few.
[0029] The one or more reactive additives included in
the composition of the ceramic slurry may comprise, with-
out limitation, at least one of graphite, diamond, carbon
black, molybdenum (Mo), and tungsten (W).
[0030] The solvent present in the ceramic slurry may
be any solvent known for use in such materials used to
infiltrate fiber preforms during the formation a ceramic
matrix composite (CMC) article. Several examples, of
such solvents include, but are not limited to, polyvinylpyr-
rolidone, isopropanol, polyvinyl alcohol, water, and mix-
tures thereof.
[0031] The one or more dispersants, optionally includ-
ed in the composition of the ceramic slurry may comprise,
but not be limited to, an anionic, cationic, or nonionic
surfactant, including for example, polyethylene glycol
(PEG). The optional binders included in the composition
of the ceramic slurry may comprise, without limitation,
polyethyleneimine (PEI). The composition of any optional
gelation polymers may include, but not be limited to, car-
boxymethyl cellulose.
[0032] One skilled in the art will understand and ap-
preciate that the reactive additives and the optional dis-
persants and/or binders present in the ceramic slurry are
not the same as the pre-gelation materials conventionally
incorporated into a ceramic slurry, including those de-
scribed in U.S. Patent No. 9,630,885, the content of which
is incorporated herein by reference. Examples of such
pre-gelation materials include polysaccharides, such as
methyl cellulose, carboxymethyl cellulose, hydroxypro-
pyl methyl cellulose, gellan gum, agarose, carrageenan,
and mixtures and combinations thereof. Rather, the ce-
ramic slurry of the present disclosure does not need or
require the presence of such pre-gelation materials.

However, a ceramic slurry that incorporates such pre-
gelation materials may be utilized and receive the ben-
efits associated with the method described herein. Alter-
natively, the ceramic slurry of the present disclosure does
not include any such pre-gelation materials.
[0033] Pre-gelation materials are conventionally used
to enhance the uniformity of infiltration of the slurry par-
ticulate into the interstices (e.g., pores) of the preform,
and ensure that the particles in the slurry remain in said
interstices during subsequent processing steps. In con-
ventional ceramic slurries, the pre-gelation material be-
comes at least partially gelled after the slurry infiltrates
into the interstices in the fiber preform, thereby providing
a network capable of retaining the slurry particulates in
the interstices during subsequent processing steps. The
establishment of this network is necessary because the
application of heat to dry the ceramic slurry and form a
green body conventionally is accomplished via an ineffi-
cient free convection heat transfer mechanism. In a con-
ventional process, a gas (e.g., air) is heated, such that
the hot gas slowly transfers heat to the ceramic slurry.
[0034] In the present disclosure, one or more heat
transfer methods are utilized, such that heat reaches the
wet infiltrated preform more quickly. More specifically,
heat is transferred by the movement of the fluid to the
infiltrated fiber preform via convection. In this process,
the fluid is heated, such that hot areas of the fluid flow
and mix with the cool areas of the fluid in the bath. Thus,
convection heating represents an effective way of moving
a hot fluid or a cold fluid from one area to another area
in the bath.
[0035] Thermal energy in the present disclosure may
also be transferred via conduction from one substance
to another substance when the substances are in direct
contact with each other and/or movement of the fluid is
no longer actively occurring. In such a conduction mech-
anism, heat travels through a material as one molecule
transfers energy to neighboring molecules. The use of
conduction heat transfer and/or convection heat transfer
represents one of the benefits associated with the meth-
od of forming a ceramic matrix composite (CMC) article
in the present disclosure. More specifically, the ability to
use conduction, convection, or a combination of both of
these heat transfer methods in the present disclosure
provides for a more uniform temperature profile within
the ceramic slurry infiltrated into the fiber preform. In fact,
the temperature difference between the fluid bath and
the ceramic slurry in the wet infiltrated preform is less
than 5°C; alternatively, less than 3°C; alternatively, be-
tween about 0.5°C and about 4°C. The fluid used in the
heated bath is not necessarily limited. This fluid may be,
without limitation, water; an alcohol, such as methanol,
ethanol, or propanol; an oil, such as silicone oil or mineral
oil; a glycol, such as ethylene glycol or propylene glycol;
glycerol; perfluorocarbon fluid; or any desirable mixture
or combination thereof.
[0036] In the present disclosure, the heat generated
by the fluid bath is equilibrated with the surface of the
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pliable container by convection arising from the move-
ment of the fluid in the bath and subsequently transferred
via a conduction in the absence of fluid movement to the
ceramic slurry that is infiltrated into fiber preform. The
use of such convection and/or conduction mechanisms
allows the heat to be delivered into the fiber preform much
quicker than through a free convection mechanism as
used in a conventional process. In fact, the use of the
heat transfer method of the present disclosure reduces
the overall processing time by allowing the next batch of
fiber preforms to be processed into ceramic matrix com-
posite (CMC) articles from minutes to hours earlier; al-
ternatively, at least 3 hours earlier.
[0037] The fluid bath is heated from ambient temper-
ature (about 20°C) to a predetermined hold temperature,
which is in the range from about 25°C to about 80°C;
alternatively, from about 30°C to about 80°C; alternative-
ly, from about 35°C to about 75°C. The heating of the
fluid bath is performed at a rate that ranges from about
0.1°C/min to about 3.0°C/min; alternatively, from about
0.3°C/min to about 2.5°C/min; alternatively, from about
0.5°C/min to about 2.0°C/min, such that the predeter-
mined hold temperature is reached in less than 2 hours.
Alternatively, the hold temperature is reached in less than
90 minutes; less than 60 minutes; or in about 50 minutes.
Temperature control is conducted, such that the hold
temperature is maintained for a predetermined time pe-
riod that ranges from about 5 minutes to about 24 hours;
alternatively, from about 1 hour to about 15 hours; alter-
natively, from about 3 hours to about 12 hours; alterna-
tively, greater than 3 hours and less than 8 hours. When
desirable, the fluid bath may be a heated bath circulator
in which the fluid is circulated in order to distribute the
heat throughout the bath efficiently and homogenously.
The use of such a heated bath circulator assists in en-
suring that heat transfer from the fluid bath to the ceramic
slurry in the wet infiltrated preform is uniformly distribut-
ed.
[0038] The pliable container in which the fiber preform
prior to being infiltrated with the ceramic slurry is placed
may include, without limitation, a plastic bag or a pouch
formed from a polymeric sheet or film. The pliable con-
tainer is typically sealed on three sides with the fourth
side being reversibly sealable after the wet, infiltrated
fiber preform is placed therein. The plastic bag or pouch
effectively encapsulates the infiltrated fiber preform and
provides a barrier between the preform and the fluid in
the fluid bath. The composition of the pliable container
may be any polymeric material that can withstand the
application of a pressure differential and the temperature
at which the fluid bath is heated. A pressure differential
may be created between the internal volume and external
surface of the pliable container by any method known in
the art, including but not limited to creating a vacuum.
This pressure differential may be created prior to infiltra-
tion and maintained during infiltration of the ceramic slur-
ry into the fiber preform.
[0039] Still referring to Figure 1, following the formation

of a green body from the fiber preform 30, the green body
may be subjected to 40 one or more secondary opera-
tions when necessary or desirable. Several examples of
these secondary operations include, without limitation,
the removal of excess ceramic slurry, defects, or other
surface imperfections from the green body, as well as
drying the green body in order to remove fluid or other
residual solvents that may remain within the green body.
The removal of the imperfections or defects may be ac-
complished by any means known to one skilled in the art,
including but not limited to grinding, sanding, brushing,
or polishing with or without the an abrasive medium. The
drying of the green body may be accomplished by any
suitable manner, including without limitation, drying at
ambient temperature under vacuum at about 1 Torr or at
ambient pressure along with exposure to a predeter-
mined temperature that ranges from ambient or room
temperature (about 20°C) up to 400°C; alternatively, the
predetermined temperature is greater than 100°C; alter-
natively from about 150°C to about 300°C. The ramp rate
used to increase the temperature from ambient temper-
ature up to the predetermined temperature may be on
the order of less than 2°C per minute; alternatively about
1.5°C per minute; alternatively between about
1°C/minute to about 2°C/minute.
[0040] One of the final steps in the fabrication of a ce-
ramic matrix composite (CMC) is melt infiltration, in which
a molten metal or metal alloy is infiltrated 50 into any
porosity that remains or is still present in the fiber preform.
After completion of any optional secondary processing
operations 40, a molten metal or metal alloy is infiltrated
50 into the green body. This molten metal or metal alloy
occupies any remaining interstices that may be present
between the solid particulate fillers and ceramic fibers
until the green body is fully densified to less than about
7% porosity; alternatively, 5% porosity; alternatively, less
than about 3% porosity; alternatively, between 0% and
about 1% porosity in the finished CMC article.
[0041] As used herein the term "metal or alloy" is in-
tended to refer to a matrix infiltrant, which may comprise
any number of materials such as, but not limited to, pol-
ymers, metals, and ceramics. Several specific examples
of metals that may be used to infiltrate the fiber preform
may comprise, without limitation, aluminum, silicon, nick-
el, titanium, or mixtures and alloys thereof. Several spe-
cific examples of ceramics that may be used to infiltrate
the fiber preform may include, without limitation, silicon
carbide, silicon nitride, alumina, mullite, zirconia, and
combinations thereof. Alternatively, the metal or metal
alloy infiltrant is silicon, silicon carbide, silicon nitride, or
a combination thereof (e.g., silicon/silicon carbide, etc.).
When desirable, the metal or metal alloy particles may
be combined with other additives or process aids.
[0042] The infiltration of the metal or metal alloy may
be accomplished at a temperature of at least 1,000°C;
alternatively, about 1,200°C to about 1,700°C; alterna-
tively, between about 1,350°C and about 1,550°C. The
duration of the infiltration may range between about 5
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minutes to 5 hours; alternatively, from 15 minutes to 4
hours; alternatively, from about 20 minutes to about 2
hours. The infiltration of the molten silicon or silicon alloy
may optionally be carried out under vacuum or in an inert
environment under atmospheric pressure in order to min-
imize evaporative losses. Following the infiltration of the
metal or metal alloy, the CMC article may optionally be
machined to form a suitable finished component or arti-
cle.
[0043] According to another aspect of the present dis-
closure, a method of forming a green body for use in
making a ceramic matrix composite (CMC) article is pro-
vided. Referring once again to Figure 1, this method 30
is similar to or substantially the same as the method de-
scribed above with respect to steps 31-38.

EXAMPLE 1 - Conduction/Convection Heat Treat 
Prototype

[0044] Referring now to Figures 2 and 3, a fluid bath
prototype heat transfer system 100 was created to dem-
onstrate reduction to practice of the methodology de-
scribed above and further defined herein. This heat trans-
fer system 100 generally comprises an eighteen (18)
quart clear container 105, a thermal immersion circulator
110, a data acquisition (DAQ) system 115, and one or
more thermocouples 120.
[0045] Once the system 100 described above was set-
up, the steps in the method of forming a CMC article as
described above and in Figure 1 were conducted with
the fiber preform being placed into a pliable container
210, the fiber preform being infiltrated with a ceramic slur-
ry to form an infiltrated fiber preform 200 under vacuum
and then heated through the use of a convection and
conduction mechanisms (i.e., transfer of heat from the
fluid bath into the slurry infiltrated fiber preform) until fully
cured and then subsequently subjected to melt infiltration
of silicon or a silicon alloy.
[0046] The CMC articles processed using the proto-
type heat transfer system 100 were subjected to inspec-
tion and mechanical tests. The results of this inspection
and mechanical testing has demonstrated that the proc-
essed CMC articles exhibit or display at least equivalent
behavior to identical CMC articles processed using a con-
ventional heat transfer process.

EXAMPLE 2 - Conduction/Convection Heat Transfer 
Production Equipment

[0047] In order to make the heat process more robust,
the process described in this Example 2 is the same as
that performed in Example 1, except for the equipment;
which is more suitable for production. Referring now to
Figures 4 and 5, the production heat transfer system
100A includes and industrial fluid bath 105A equipped
with a circulation unit 110A and connected to a data ac-
quisition (DAQ) system and one or more thermocouples
(not shown).

[0048] The steps in the method of forming a CMC ar-
ticle as described above and in Figure 1 were conducted
with the fiber preform being placed into a pliable container
210A, the fiber preform being infiltrated with a ceramic
slurry to form an infiltrated fiber preform 200A under vac-
uum and then heated through the use of conduction and
convection mechanisms (i.e., transfer of heat from the
production fluid bath into the slurry infiltrated fiber pre-
form) until fully cured and then subsequently subjected
to melt infiltration of silicon or a silicon alloy.
[0049] The CMC parts processed using the production
heat transfer system 100A were subjected to inspection
and mechanical tests. The results of this inspection and
mechanical testing has demonstrated that the processed
CMC articles exhibit or display at least equivalent behav-
ior to identical CMC articles processed using a conven-
tional heat transfer process.
[0050] Within this specification, embodiments have
been described in a way which enables a clear and con-
cise specification to be written, but it is intended and will
be appreciated that embodiments may be variously com-
bined or separated without parting from the invention.
For example, it will be appreciated that all preferred fea-
tures described herein are applicable to all aspects of
the invention described herein.
[0051] The subject-matter of the disclosure may also
relate, among others, to the following Aspects:
[0052] A first aspect relates to a method of producing
a ceramic matrix composite (CMC) article, the method
comprising steps of: forming a fiber preform; optionally,
rigidizing the fiber preform with a fiber interphase coating;
transforming the fiber preform into a green body; the
transformation process comprising: placing the fiber pre-
form inside a pliable container having an internal volume
and an external surface; infiltrating a ceramic slurry into
the fiber preform to form a wet infiltrated preform; creating
a pressure differential between the internal volume and
the external surface of the pliable container, such that
the ceramic slurry remains within the rigidized fiber pre-
form; placing the pliable container and wet infiltrated pre-
form into a fluid bath at ambient temperature; heating the
fluid bath to a predetermined hold temperature; maintain-
ing the fluid bath at the hold temperature for a predeter-
mined time period, wherein the heat from the fluid bath
is transferred to the wet infiltrated preform by convection,
conduction, or a combination thereof, such that the wet
infiltrated preform is transformed into the green body;
removing the pliable container from the fluid bath; and
removing the green body from the pliable container; op-
tionally, conducting one or more secondary operations
on the green body; and infiltrating the green body with a
molten silicon or silicon alloy to form the CMC article.
[0053] A second aspect relates to the method of the
first aspect, wherein the ceramic slurry consists of a plu-
rality of solid particulate fillers, one or more reactive ad-
ditives, a solvent, and optionally, one or more disper-
sants, binders, and/or gelation polymers.
[0054] A third aspect relates to the method of the sec-
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ond aspect, wherein the solid particulate fillers comprise
silicon carbide (SiC), silicon nitride (Si3N4), or a mixture
thereof.
[0055] A fourth aspect relates to the method of the sec-
ond or third aspect, wherein the one or more reactive
additives includes at least one of graphite, diamond, car-
bon black, molybdenum (Mo), and tungsten (W).
[0056] A fifth aspect relates to the method of any pre-
ceding aspect, wherein the ceramic slurry infiltrated into
the fiber preform comprises a solid loading in the range
of about 10 vol.% to about 70 vol.% relative to the overall
volume of the ceramic slurry.
[0057] A sixth aspect relates to the method of any pre-
ceding aspect, wherein rigidizing the fiber preform with
the fiber interphase coating uses a chemical vapor infil-
tration (CVI) process.
[0058] A seventh aspect relates to the method of any
preceding aspect, wherein the fiber interphase coating
comprises silicon carbide (SiC), silicon nitride (Si3N4), or
a mixture thereof.
[0059] An eighth aspect relates to the method of any
preceding aspect, wherein the fiber preform comprises
fibers that include one or more of silicon carbide (SiC),
silicon nitride (Si3N4), or a mixture thereof.
[0060] A ninth aspect relates to the method of any pre-
ceding aspect, wherein the heating of the fluid bath com-
prises heating at a rate that ranges from about 0.5°C/min
to about 2°C/min.
[0061] A tenth aspect relates to the method of any pre-
ceding aspect, wherein the temperature difference be-
tween the fluid bath and the ceramic slurry in the wet
infiltrated preform is less than 3°C.
[0062] An eleventh aspect relates to the method of any
preceding aspect, wherein the predetermined hold tem-
perature is reached in about 50 minutes.
[0063] A twelfth aspect relates to the method of the
eleventh aspect, wherein the predetermined hold tem-
perature is in the range from about 30°C to about 80 °C.
[0064] A thirteenth aspect relates to the method of the
eleventh or twelfth aspect, wherein the predetermined
hold temperature is maintained for the predetermined
time period that ranges from about 5 minutes to about
24 hours.
[0065] A fourteenth aspect relates to the method of any
preceding aspect, wherein the fluid bath is a heated bath
circulator, such that heat transfer from the fluid bath to
the ceramic slurry in the wet infiltrated perform is uni-
formly distributed.
[0066] A fifteenth aspect refers to a method of forming
a green body for use in making a ceramic matrix com-
posite (CMC) article, the method comprising: placing the
fiber preform inside a pliable container having an internal
volume and an external surface; infiltrating a ceramic
slurry into a fiber preform to form a wet infiltrated preform;
creating a pressure differential between the internal vol-
ume and the external surface of the pliable container,
such that the ceramic slurry remains within the fiber pre-
form; placing the pliable container and wet infiltrated pre-

form into a fluid bath at ambient temperature; heating the
fluid bath to a predetermined hold temperature; maintain-
ing the fluid bath at the hold temperature for a predeter-
mined time period, wherein the heat from the fluid bath
is transferred to the wet infiltrated preform by convection,
conduction, or a combination thereof, such that the wet
infiltrated preform is transformed into the green body;
removing the pliable container from the fluid bath; and
removing the green body from the pliable container.
[0067] A sixteenth aspect refers to the method of the
fifteenth aspect, wherein the ceramic slurry consists of a
plurality of solid particulate fillers, one or more reactive
additives, a solvent, and optionally, one or more disper-
sants, binders, and/or gelation polymers; wherein the sol-
id particulate fillers comprise silicon carbide (SiC), silicon
nitride (Si3N4), or a mixture thereof present in a solid
loading in the range of about 10 vol.% to about 70 vol.%
relative to the overall volume of the ceramic slurry; where-
in the one or more reactive additives includes at least
one of graphite, diamond, carbon black, molybdenum
(Mo), and tungsten (W).
[0068] A seventeenth aspect refers to the method of
the fifteenth or sixteenth aspect, wherein the fiber pre-
form comprises fibers that include one or more of silicon
carbide (SiC), silicon nitride (Si3N4), or a mixture thereof;
wherein the fiber preform is optionally rigidized via a
chemical vapor infiltration (CVI) process with a fiber in-
terphase coating that comprises silicon carbide (SiC),
silicon nitride (Si3N4), or a mixture thereof.
[0069] An eighteenth aspect refers to the method of
any of the fifteenth through the seventeenth aspects,
wherein the heating of the fluid bath comprises heating
at a rate that ranges from about 0.5°C/min to about
2°C/min; wherein the temperature difference between
the fluid bath and the ceramic slurry in the wet infiltrated
preform is less than 3°C.
[0070] A nineteenth aspect relates to the method of
the eighteenth aspect, wherein the predetermined hold
temperature is reached in about 50 minutes; wherein the
predetermined hold temperature is in the range from
about 30°C to about 80 °C; wherein the hold temperature
is maintained for the predetermined time period that rang-
es from about 5 minutes to about 24 hours.
[0071] A twentieth aspect relates to the method of any
of the fifteenth through the nineteenth aspects, wherein
the fluid bath is a heated bath circulator, such that heat
transfer from the fluid bath to the ceramic slurry in the
wet infiltrated perform is uniformly distributed.
[0072] The foregoing description of various forms of
the invention has been presented for purposes of illus-
tration and description. It is not intended to be exhaustive
or to limit the invention to the precise forms disclosed.
Numerous modifications or variations are possible in light
of the above teachings. The forms discussed were cho-
sen and described to provide the best illustration of the
principles of the invention and its practical application to
thereby enable one of ordinary skill in the art to utilize
the invention in various forms and with various modifica-
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tions as are suited to the particular use contemplated. All
such modifications and variations are within the scope
of the invention as determined by the appended claims
when interpreted in accordance with the breadth to which
they are fairly, legally, and equitably entitled.

Claims

1. A method (1) of producing a ceramic matrix compos-
ite (CMC) article, the method comprising steps of:

forming (10) a fiber preform;
optionally, rigidizing (20) the fiber preform with
a fiber interphase coating;
transforming (30) the fiber preform into a green
body; the transformation process comprising:

placing (31) the fiber preform inside a pliable
container (210A) having an internal volume
and an external surface;
infiltrating (32) a ceramic slurry into the fiber
preform to form a wet infiltrated preform
(200, 200A);
creating (33) a pressure differential be-
tween the internal volume and the external
surface of the pliable container, such that
the ceramic slurry remains within the ri-
gidized fiber preform;
placing (34) the pliable container and wet
infiltrated preform into a fluid bath (105,
105A) at ambient temperature;
heating (35) the fluid bath to a predeter-
mined hold temperature;
maintaining (36) the fluid bath at the hold
temperature for a predetermined time peri-
od, wherein the heat from the fluid bath is
transferred to the wet infiltrated preform by
convection, conduction, or a combination
thereof, such that the wet infiltrated preform
is transformed into the green body;
removing (37) the pliable container from the
fluid bath; and
removing (38) the green body from the pli-
able container;

optionally, conducting (40) one or more second-
ary operations on the green body; and
infiltrating (50) the green body with a molten sil-
icon or silicon alloy to form the CMC article.

2. The method according to claim 1, wherein the ce-
ramic slurry consists of a plurality of solid particulate
fillers, one or more reactive additives, a solvent, and
optionally, one or more dispersants, binders, and/or
gelation polymers.

3. The method according to claim 2, wherein the solid

particulate fillers comprise silicon carbide (SiC), sil-
icon nitride (Si3N4), or a mixture thereof.

4. The method according to claim 2, wherein the one
or more reactive additives includes at least one of
graphite, diamond, carbon black, molybdenum (Mo),
and tungsten (W).

5. The method according to any preceding claim,
wherein the ceramic slurry infiltrated into the fiber
preform (200, 200A) comprises a solid loading in the
range of 10 vol.% to 70 vol.% relative to the overall
volume of the ceramic slurry.

6. The method according to any preceding claim,
wherein rigidizing (20) the fiber preform with a fiber
interphase coating uses a Chemical Vapor Infiltra-
tion (CVI) process.

7. The method according to any preceding claim,
wherein the fiber interphase coating comprises sili-
con carbide (SiC), silicon nitride (Si3N4), or a mixture
thereof.

8. The method according to any preceding claim,
wherein the fiber preform comprises fibers that in-
clude one or more of silicon carbide (SiC), silicon
nitride (Si3N4), or a mixture thereof.

9. The method according to any preceding claim,
wherein the heating of the fluid bath (105, 105A)
comprises heating at a rate that ranges from about
0.5°C/min to about 2°C/min.

10. The method according to any preceding claim,
wherein the temperature difference between the fluid
bath (105, 105A) and the ceramic slurry in the wet
infiltrated preform (200, 200A) is less than 3°C.

11. The method according to any preceding claim,
wherein the fluid bath (105, 105A) is a heated bath
circulator, such that heat transfer from the fluid bath
to the ceramic slurry in the wet infiltrated perform
(200, 200A) is uniformly distributed.

12. A method of forming a green body for use in making
a ceramic matrix composite (CMC) article; the meth-
od comprising:

placing a fiber preform inside a pliable container
(210A) having an internal volume and an exter-
nal surface;
infiltrating (32) a ceramic slurry into a fiber pre-
form to form a wet infiltrated preform;
creating (33) a pressure differential between the
internal volume and the external surface of the
pliable container, such that the ceramic slurry
remains within the fiber preform;
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placing (34) the pliable container and wet infil-
trated preform into a fluid bath (105, 105A) at
ambient temperature;
heating (35) the fluid bath to a predetermined
hold temperature;
maintaining (36) the fluid bath at the hold tem-
perature for a predetermined time period,
wherein the heat from the fluid bath is trans-
ferred to the wet infiltrated preform by convec-
tion, conduction, or a combination thereof, such
that the wet infiltrated preform is transformed
into the green body;
removing (37) the pliable container from the fluid
bath; and
removing (38) the green body from the pliable
container.

13. The method according to claim 12, wherein the ce-
ramic slurry consists of a plurality of solid particulate
fillers, one or more reactive additives, a solvent, and
optionally, one or more dispersants, binders, and/or
gelation polymers;
the solid particulate fillers comprise silicon carbide
(SiC), silicon nitride (Si3N4), or a mixture thereof
present in a solid loading in the range of about 10
vol.% to about 70 vol.% relative to the overall volume
of the ceramic slurry; and
the one or more reactive additives includes at least
one of graphite, diamond, carbon black, molybde-
num (Mo), and tungsten (W).

14. The method according to claim 12 or 13, wherein the
fiber preform comprises fibers that include one or
more of silicon carbide (SiC), silicon nitride (Si3N4),
or a mixture thereof; and
the fiber preform is optionally rigidized (20) via a
Chemical Vapor Infiltration (CVI) process with a fiber
interphase coating that comprises silicon carbide
(SiC), silicon nitride (Si3N4), or a mixture thereof.

15. The method according to any one of claims 12 to 14,
wherein the fluid bath (105, 105A) is a heated bath
circulator, such that heat transfer from the fluid bath
to the ceramic slurry in the wet infiltrated perform
(200, 200A) is uniformly distributed.
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