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(57) ABSTRACT

A fuel injector component includes a body, an elongate void
and a plurality of bores. The body has a first surface and a
second surface. The elongate void is enclosed by the body
and is integrally formed between portions of the body
defining the first surface and the second surface. The plu-
rality of bores extends into the second surface to intersect the
elongate void. A process for making a fuel injector compo-
nent includes building an injector component body having a
void and a plurality of ports connected to the void using an
additive manufacturing process that utilizes a powdered
building material, and removing residual powdered building
material from void through the plurality of ports.

18 Claims, 9 Drawing Sheets
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body 60. The fuel exits centerbody 60 at orifices 86A and
86B to intermix with the flows of primary air A,.

Flow of primary air A, around the exterior of annular
body 62 and along surface 84 of centerbody 60 produces
friction. The friction heats up the components of fuel injec-
tor 54 and the fuel contained therein. As explained, exces-
sive heating of the fuel causes coking, which can clog the
passages within fuel injector 54, such as passages 80A and
80B and orifices 86A and 86B. In order to inhibit thermal
conduction of heat from primary air A, to the fuel, voids
66A-66C and voids 82A and 82B are provided within fuel
injector 54. Specifically, voids 66A-66C are provided
between the outer diameter exterior of annular body 62 and
fuel passages 80A and 8013, and voids 82A and 82B are
provided between surface 84 of centerbody 60 and fuel
passages 80A and 80B.

Voids 66A-66C and voids 82A and 82B are formed
integrally with a single fuel injector component. For
example, void 66Ais completely defined by annular body 62
of fuel nozzle 55. Similarly, void 82A is completely defined
by centerbody 60. All of the surfaces of voids 66A and 82A
are formed from material made from a single, respective
manufacturing process. Thus, voids 66A and 82A are free of
any seams or joints between adjacent components. Fuel
nozzle 55, including centerbody 60, is a single, integral
component made from a single, homogeneous material. Air
swirler 56, including annular body 62, vanes 72A and 7213,
ring 74, hood 68 and flange 70, is a single, integral com-
ponent made from a single, homogeneous material. In other
words, fuel nozzle 55 and air swirler 56 are each a mono-
lithic structure.

Openings 90A and 90B and openings 92A further manu-
facturing and performance objectives of voids 82A, 82B and
66A, respectively. Voids 82A and 82B include openings 90A
and 9013, respectively, that permit excess material from
which centerbody 60 is manufactured to be drained from or
taken out of centerbody 60. Likewise, void 66A is provided
with opening 92A. Openings for voids 66B and 66C are not
shown in the specific cross-section view of FIG. 3. However,
voids 66A, 66B and 66C can all form portions of a single,
annular void produced within annular body 62, which is
interrupted for a fuel passage within fuel stem 64. Likewise,
voids 82A and 82B can form portions of a single, annular
void produced within centerbody 60. In one embodiment,
fuel injector 54 is fabricated from an additive manufacturing
process such as direct metal laser sintering (DMLS), which
comprises building -up a structure layer -by -layer by selective
laser heating of metal powder. In other embodiments, the
structure is built-up using an electron beam melting process
or some other such additive manufacturing process, as will
be discussed in greater detail later. Openings 90A, 90B and
92A allow un-solidified residual metal powder to be
removed from voids 82A, 82B and 66A, respectively.

Openings 90A, 90B and 92A are positioned away from
the distal ends of voids 82A, 82B and 66A, respectively.
This prevents air located in stagnation points at the ends of
the component from entering into the void. For example,
void 66A includes distal ends 93A and 93B. End 93A is
located in the upstream direction, and end 93B is located in
the downstream direction. Opening 92A is positioned
between ends 93A and 93B such that the furthest axial
extents of void 66A include material of cylindrical body 62.
Thus, any air that stagnates upstream or downstream of end
93B is prevented from being ingested into void 66A. To
further inhibit ingestion, opening 92A is oriented transverse
to void 66A. In the embodiment shown, an axis along which
opening 92A extends is perpendicular to an axis along which

T
void 66A extends. Such an orientation produces a circuitous
flow path with a tight turning radius that is difficult for high
velocity primary air A, traveling over cylindrical body 62 to
execute.

5 FIGS. 4A-7 show another embodiment of a fuel injector
in which hollow -wall heat shielding is used within a cen-
terbody that forms an integrated fuel manifold. The manu-
facturing processes of fuel injector components of the pres-
ent invention are described in further detail with reference to

io the embodiment of FIGS. 4A-7.
FIG. 4A is an exploded view of fuel injector 94 having

integral fuel manifold 95 (see FIG. 5A) located inward of
insulation ring 96, which is surrounded by cover ring 102 to
form air space 97 (see also FIG. 513). FIG. 4B is a perspec-

15 tive view of fuel injector 94 of FIG. 4A and is discussed
concurrently with FIG. 4A. Fuel stem 103 extends through
cover ring 102 and insulation ring 96 to link to fuel manifold
95. Fuel injector 94 also includes air swirler 98 of center -
body 100, forward swirler 104, air injector 106 and aft

20 swirler 108.
Air injector 106 includes bores 110A-110E, which permit

axial flow of air into injector 94. Forward swirler 104
includes openings 112 and vanes 114, which permit a radial
flow of air into injector 94 with a circumferential swirling

25 vector component.
Likewise, aft swirler 108 includes openings 116 and vanes

118, which permit a radial flow of air into injector 94 with
a circumferential swirling component. Forward and aft
swirlers 104 and 108 provide vortices of air between which

30 fuel is injected from centerbody 100. Centerbody 100 con-
nects to fuel stem 103 to receive a flow of liquid fuel, which
is dispersed into fuel manifold 95 (FIG. 5A) within cover
ring 102 and insulation ring 96. Air swirler 98 of centerbody
100 also includes openings 120 and vanes 122, which permit

35 a radial flow of air into injector 94 with a circumferential
swirling component. Centerbody 100 includes hollow -wall
insulation to prevent heat from frictional heating of air
flowing across centerbody 100 from spreading to manifold
95, as shown in FIGS. 5A and 5B.

40 FIG. 5A is a partial cross-sectional view of fuel injector
centerbody 100 of FIG. 4B showing hollow -wall void 124
between fuel manifold 95 and interior surface 125. FIG. 5B
is a partial cross-sectional view of fuel injector centerbody
100 of FIG. 4B showing fuel passage 126 extending across

45 hollow -wall void 124, and fuel orifice 128 positioned in
airflow surface 125. Fuel manifold 95 includes ports 129 that
extend through to exterior surface 130. FIGS. 5A and 5B are
discussed concurrently.

Centerbody 100 is positioned axially between forward
50 swirler 104 and aft swirler 108. Centerbody 100 comprises

a generally annular body from which air swirler 98 extends
radially outward at a leading edge of centerbody 100, while
cone 138 extends axially from a trailing edge of centerbody
100. Air injector 106 is coupled to forward swirler 104.

55 Insulation ring 96 is positioned concentrically around cen-
terbody 100 to cover mainifold 95. Cover ring 102 is
positioned concentrically around insulation ring 96 to form
air space 97 (FIG. 513). Fuel stem 103 extends through cover
ring 102, air space 97 and insulation ring 96 to fluidly

60 connect to manifold 95.
Air flows axially into interior surface 125 of centerbody

100, such as from bore 110A. A radial flow of air enters into
forward swirler 104 through openings 112, and vanes 114
produce a swirling flow of air that rotates circumferentially

65 as it travels across interior surface 125. Similarly, a radial
flow of air enters into aft swirler 108 through openings 116,
and vanes 118 produce a swirling flow of air that rotates
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circumferentially as it travels across surface 132 of center -
body 100. Fuel from fuel stem 103 flows into manifold 95
and passes through fuel passage 126 (FIG. 513), which
extends through pedestal 134. Pedestal 134 extends through
hollow -wall void 124 to connect manifold 95 to interior
surface 125. Fuel from passage 126 exits centerbody 100 at
orifice 128 and passes to the interior of the annulus formed
by interior surface 125. As such, fuel is mixed with air
within the annulus of centerbody 100 for subsequent com-
bustion within combustor section 18 (FIG. 1).

In order to prevent frictional heat from air flowing around
fuel injector 94 from reaching fuel manifold 95, centerbody
100 is provided with hollow -wall void 124, and insulation
ring 96 is provided with air space 97. Air space 97 formed
between insulation ring 96 and cover ring 102 inhibits heat
from the outer diameter surfaces of injector 94 from reach-
ing manifold 95. Likewise, hollow -wall void 124 inhibits
heat from interior surface 125 from reaching manifold 95.

In the embodiment shown, hollow -wall void 124 has a
quadrilateral shape defined by leading edge (LE) wall 136A,
trailing edge (TE) wall 136B, inner wall 136C and outer wall
136D. Specifically, hollow -wall void 124 has a trapezoidal
shape, with walls 136A and 136B generally being parallel.
However, hollow -wall void 124 may have other shapes that
are oblong, such as oval or rectangular. For example, hol-
low -wall void 124 may be configured as two -semi circular
ends connected by straight-line side segments, such as void
66A of FIG. 3. Hollow -wall void 124 has a generally oblong
shape that is elongated in the direction of flow of air from LE
wall 136A and TE wall 136B. Hollow -wall void 124 need
not extend axially in a straight line.

Ports 129 facilitate removal of material from within
hollow -wall void 124 remaining after centerbody 100 is
produced. In the depicted embodiment, ports 129 are
arranged in two circumferential arrays of ports that are
axially spaced from each other. Each circumferential array
of ports 29 includes a number of ports such that approxi-
mately half of the circumference of centerbody 100 is
defined by ports. Such a number of ports 129 is permitted
due to the fact that centerbody 100 is capped or covered by
insulation ring 96 after the un-solidified powder is removed.
A large number of ports facilitates rapid removal of un-
solidified powder. However, in other embodiments, such as
the embodiment of FIG. 3, a fewer number of ports can be
used. As will be discussed later, the placement and orienta-
tion of ports 129 improves insulating performance of hol-
low -wall void 124.

Hollow -wall void 124 and ports 129 are formed integrally
into centerbody 100 at the time of fabrication. Centerbody
100 comprises a monolithic structure that is void of any
seam lines or joints from manufacturing. As such, center -
body 100 does not include structural weaknesses that reduce
the insulating effectiveness of hollow -wall void 124. Cen-
terbody 100 is fabricated using one of a plurality of additive
manufacturing processes that are known in the art. For
example, Selective Laser Sintering (SLS), three-dimen-
sional (3D) laser printing, 3D inkjet printing, Sterolithog-
raphy (SLS), Direct Selective Laser Sintering (DSLS), Elec-
tron Beam Sintering (EBS), Electron Beam Melting (EBM),
Laser Engineered Net Shaping (LENS), Laser Net Shape
Manufacturing (LNSM), Direct Metal Deposition (DMD)
and Direct Metal Laser Sintering (DMLS) may be used to
fabricate centerbody 100. A variety of systems are commer-
cially available for carrying out such processes.

In one embodiment, a DMLS manufacturing process is
used in which centerbody 100 is built-up in a plurality of
layers or slices defined by STL files derived from CAD

8
drawings. Specifically, a layer of a powdered metal, such as
a titanium or nickel base alloy, is layered across a substrate
and a laser is used to selectively solidify portions of the
powder layer based on an STL file for that layer. Subse-

5 quently, an additional layer of powdered metal is layered
over the previously selectively solidified layer and is also
selectively solidified with the laser based on the next STL
file in the sequence of files. The process is repeated a
plurality of times, adding layers of approximately about

io 0.0005 inches (-0.0127 mm) to about 0.001 inches
(-0.0254) thick to the structure that is being formed. As
such, solidified metal can be formed over powdered metal in
order to fabricate an internal void or space. It then, however,
becomes necessary to remove the powdered metal that

15 remains within the internal void or space after the compo-
nent is finished being fabricated. In the present invention, a
fuel injector component is manufactured having an internal
void or space that is connected to the outside of the com-
ponent by a plurality of leech holes or ports.

20 Centerbody 100 includes ports 129 that permit un-solidi-
lied powder used to fabricate centerbody 100 to be removed
from hollow -wall void 124. Ports 129 are integrally formed
during manufacturing to eliminate thermal weaknesses in
hollow -wall void 124. Ports 129 are positioned away from

25 the distal or axial ends of hollow -wall void 124. Specifically,
ports 129 are in between LE wall 136A and TE wall 136B
(FIG. 513). Portions of centerbody 100 defining LE wall
136A and TE wall 136B are not interrupted by ports 129.
Thus, ports 129 are located away from stagnation points of

3o air flowing over centerbody 100. Furthermore, ports 129 are
oriented generally transverse to the oblong orientation of
hollow -wall void 124. Specifically, a radial axis along which
each of ports 129 extends is perpendicular to a line extend-
ing axially between LE wall 136A and TE wall 136B. Thus,

35 access to hollow -wall void 124 through ports 129 requires
an abrupt change in direction of the air flowing over cen-
terbody 100, which limits entry of hot gas into hollow -wall
void 124. However, in the embodiment of FIGS. 5A and 513,
ports 129 are additionally sealed -up by insulation ring 96 to

40 close manifold 95, which also prevents ingestion of hot air
into hollow -wall void 124.

FIG. 6 is a perspective view of fuel injector centerbody
100 of FIGS. 4A-513 shown in an as-fabricated state, before
machining. As discussed above, centerbody 100 comprises

45 an annular body defining airflow surface 125 and exterior
surfaces 130 and 132. A leading edge of centerbody 100
includes air swirler 98, while a trailing edge of centerbody
100 defines cone 138. Fuel manifold 95 extends into exterior
surface 130 and comprises a generally triangular trough in

50 the depicted embodiment. However, fuel manifold 95 may
have other cross-sectional geometries than triangular to
distribute fuel around the circumference of centerbody 100.
Fuel manifold 95 extends over the entire circumference of
centerbody 100 forming a three -hundred -sixty -degree chan-

55 nel.
Centerbody 100 is depicted in FIG. 6 after being initially

produced by an additive manufacturing process. Immedi-
ately after manufacturing, centerbody 100 includes pow-
dered metal within hollow -walled void 124 (FIGS. 5A and

6o 513). To remove the powdered metal, centerbody 100 is
shaken or vibrated to facilitate removal of the powdered
material. Vibrating or shaking of centerbody 100 facilitates
loosening of powder that may be caked within centerbody
100. Further, the vibrating or shaking assists the powder in

65 leaving centerbody 100 through ports 129. In addition to
vibrating and shaking, compressed or pressurized air or gas
maybe applied to centerbody 100 to facilitate removal of the
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powder material. Specifically, the air or gas may be directed
into one or more of ports 129 to directly blow-out or
carry-away the powdered material.
As mentioned, centerbody 100 is shown in FIG. 6 prior to

any subsequent machining process that are used to remove
material from the as-produced component. Specifically, air
swirler 98 does not yet include opening 112 or vanes 114, as
are shown in FIGS. 4 and 7. Additionally, exterior surface
130 may include a surface smoothness that is too rough or
porous after manufacturing. Further, manifold 95 may
include rough or rounded edges that do not facilitate tight or
flush engagement with insulation ring 96. Thus, even though
centerbody 100 is fabricated as a monolithic component in
which hollow-wall void 124 (FIGS. 5A and 513) is integrally
formed, subsequent machining (i.e. subtractive manufactur-
ing) processes can be used to finish centerbody 100.

FIG. 7 is a perspective view of fuel injector centerbody
100 of FIG. 6 after machining, as is shown in FIGS. 4A-513.
Specifically, exterior surface 130 is machined to remove
material so that surface 130 is smooth to better mate with
insulation ring 96. As such, edges between surface 130 and
manifold 95 and air swirler 98 are sharpened to mate
squarely with insulation ring 96. Additionally, air swirler 98
is machined to remove material and form openings 112,
thereby shaping vanes 114. Further, manifold 95 is
machined, such as by drilling, to form fuel passages 126
(FIG. 513) that terminate in airflow surface 125 at orifices
128. Alternatively, fuel passages 126 and orifices 128 can be
produced with the additive manufacturing process so as to
be included in the as-fabricated component.

Manufactured as such, centerbody 100 comprises a mono-
lithic structure including hollow-wall void 124 (FIGS. SA
and 513), which is only accessible through ports 129. The
monolithic nature of centerbody 100 eliminates thermal
weaknesses along hollow-wall void 124 that may diminish
insulating capacity. Ports 129 are positioned so as to not
interfere with the functionality of hollow-wall void 124.
Specifically, ports 129 intersect hollow-wall void 124 trans-
versely. Additionally, ports 129 are located away from axial
ends of hollow-wall void 124. Configured as such, ports 129
limit the ability of hot air to enter directly into hollow-wall
void 124 through ports 129.
The following are non-exclusive descriptions of possible

embodiments of the present invention.
A fuel injector component comprising a body having: a

first surface, and a second surface; an elongate void enclosed
by the body, the void being integrally formed between
portions of the body defining the first surface and the second
surface; and a bore extending into the second surface to
intersect the elongate void.
The fuel injector component of the preceding paragraph

can optionally include, additionally and/or alternatively, any
one or more of the following features, configurations and/or
additional components:
A body including a plurality of bores extending into the

second surface to intersect the elongate void.
An elongate void includes first and second distal ends, and

the plurality of bores are spaced from the first and second
distal ends.
Each of the plurality of bores extends transverse to the

elongate void.
A first surface configured to engage a fuel flow, a second

surface configured to engage an air flow, and an elongate
void that extends from the first distal end to the second distal
end in a direction in which the air flow is configured to flow.

10
An elongate void that produces dead-air space in the body

that spaces portions of the first surface from portions of the
second surface.
A body that is a monolithic structure.

5 A body that is fabricated using a rapid manufacturing
process.
A body comprising an annular structure including an

outer-facing surface comprising the first surface, and an
inner-facing surface comprising the second surface.

to A plurality of bores that are arranged in a circumferential
array about the outer facing surface.
A circumferential indentation in the outer facing surface

adjacent the elongate void, multiple pedestals extending
15 from the circumferential indentation within the elongate

void to connect to a portion of the body forming the inner
facing surface, and a plurality of fuel passages extending
through the multiple pedestals, respectively, to connect the
outer facing surface to the inner facing surface.

20 A cover coupled to the body adjacent the outer facing
surface to form a manifold within the circumferential inden-
tation and to seal the circumferential array of bores.
A plurality of swirl vanes extending from the first or

second surface.
25 Aprocess for making a fuel injector component for use in

a gas turbine engine comprises building an injector compo-
nent body using an additive manufacturing process that
utilizes a powdered building material, the injector compo-
nent body comprising: a first surface configured to be in

so thermal communication with a fuel flow; a second surface
configured to be in thermal communication with an air flow;
a void substantially enclosed by the body, the void being
formed by portions of the body defining the first surface and
the second surface; and a plurality of ports extending into the

35 second surface to intersect the void; and removing residual
powdered building material from the void through the
plurality of ports.
The process for making a fuel injector component for use

in a gas turbine engine of the preceding paragraph can
40 optionally include, additionally and/or alternatively, any one

or more of the following features, steps, configurations
and/or additional components:

Vibrating the injector component body to facilitate
removal of the residual powdered building material within

45 the void.
Directing a flow of compressed air into the void to

facilitate removal of the residual powdered building mate-
rial.

Machining the injector component body to remove mate-
5o rial.

Smoothing a surface of the body.
Shaping a plurality of swirl vanes in a surface of the body.
Forming a trench in the first surface to form a fuel

manifold, forming pedestals extending from the trench
55 within the void to connect to a portion of the injector

component body forming the second surface, and forming
passages in the pedestals to link the first surface with the
second surface.

Joining a cover to the injector component body to close-
60 off the plurality of ports.

Joining a cover to the injector component body to seal the
fuel manifold.
A void that is elongate and comprises first and second

distal ends.
65 A plurality of ports that are spaced from the first and

second distal ends.
Ports that extend transverse to the elongate void.
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the plurality of ports are spaced from the first and second
distal ends.

17. A fuel injector made by the process of claim 8.
18. The fuel injector component of claim 1, wherein the

elongate void is accessible only through the plurality of s
ports.
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