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Description
BACKGROUND

[0001] The subject matter disclosed herein generally
relates to pneumatic de-icing systems and, more partic-
ularly, to dies for welding processes for manufacturing
pneumatic de-icing systems.

[0002] During flight, an aircraft may be subject to con-
ditions wherein ice accumulates on component surfaces
of the aircraft such as wings, struts, airfoils, etc. If un-
checked, such accumulations can laden the aircraft with
additional weight and may alter airfoil configurations of
the wings and/or control surfaces of the aircraft in a det-
rimental fashion. Efforts to prevent and/or remove such
accumulations of ice under flying conditions has resulted
in three generally universal approaches to removal of
accumulated ice, a process known generally as de-icing.
[0003] One process is thermal de-icing, wherein por-
tions of an airfoil, such as a leading edge, are heated to
loosen adhesive forces between accumulating ice and
the aircraft component. Once loosened by thermal con-
ditions, the ice can be blown from the aircraft component
by the airstream passing over the aircraft. Another proc-
ess for de-icing involves chemicals. A chemical can be
applied or supplied to all or part of an aircraft to depress
adhesion forces associated with ice accumulation upon
the aircraft or to depress the freezing point of water col-
lecting upon surfaces of the aircraft. The third method is
termed mechanical de-icing. Mechanical de-icing may
employ various mechanisms such as electromechanical
hammering, overlapping flexible ribbon conductors em-
ploying an electrorepulsive force between conductors,
and pneumatic de-icing. In pneumatic de-icing an airfoil
is covered with a plurality of expandable, generally tube-
like structures, inflatable by employing a pressurized flu-
id, typically air, with the de-icer being formed from com-
pounds having elastomeric or substantially elastic prop-
erties. Improvements in pneumatic de-icing mechanisms
may be advantageous. US 5,310,142 and GB2167723A
relate to a deicer assembly.

SUMMARY

[0004] According to one embodiment, a method of
manufacturing a de-icer assembly is provided. The meth-
od includes disposing a first welded-material layer and a
second welded-material layer beneath a horn of a horn-
based welding system, controlling the horn to move along
awelded-portion pattern configured to weld the first weld-
ed-material layer to the second welded-material layer in
the pattern of the welded-portion pattern such that inflat-
able portions are formed within the welded-portion pat-
tern formed in the de-icer assembly between non-welded
sections of the first welded-material layer and the second
welded-material layer, and applying high-frequency en-
ergy to the first welded-material layer and a second weld-
ed-material layer using the horn such that the first weld-
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ed-material layer and the second welded-material layer
are welded together at areas in the shape of the welded-
portion pattern to form a welded de-icer assembly.
[0005] In addition to one or more of the features de-
scribed above, or as an alternative, further embodiments
of the method may include that the high-frequency ener-
gy is ultrasonic, high-frequency acoustic vibrations.
[0006] In addition to one or more of the features de-
scribed above, or as an alternative, further embodiments
of the method may include that the horn-based welding
system includes an anvil configured to support the first
welded-material layer and the second welded-material
layer beneath the horn.

[0007] In addition to one or more of the features de-
scribed above, or as an alternative, further embodiments
of the method may include that the horn-based welding
system includes a press supporting the horn, wherein
the press is configured to compress the first welded-ma-
terial layer and the second welded-material layer and ap-
ply the high-frequency energy thereto.

[0008] In addition to one or more of the features de-
scribed above, or as an alternative, further embodiments
of the method may include that the horn-based welding
system includes a converter and a booster operationally
connected to the horn and configured to generate the
high-frequency energy.

[0009] In addition to one or more of the features de-
scribed above, or as an alternative, further embodiments
of the method may include that the welded-portion pat-
tern defines a pattern of welded portions and inflatable
portions that are formed in the de-icer assembly extend-
ing in a chordwise direction.

[0010] In addition to one or more of the features de-
scribed above, or as an alternative, further embodiments
of the method may include that the welded-portion pat-
tern defines a pattern of welded portions and inflatable
portions that are formed in the de-icer assembly extend-
ing in a spanwise direction.

[0011] In addition to one or more of the features de-
scribed above, or as an alternative, further embodiments
of the method may include that the welded-portion pat-
tern defines a pattern of welded portions and inflatable
portions that are formed in the de-icer assembly extend-
ing in an alternating chordwise direction pattern, wherein
a first set of inflatable portions is fluidly isolated from a
second set of inflatable portions.

[0012] In addition to one or more of the features de-
scribed above, or as an alternative, further embodiments
of the method may include that the welded-portion pat-
tern defines a pattern of welded portions and inflatable
portions that are formed in the de-icer assembly extend-
ing in an alternating spanwise direction pattern, wherein
a first set of inflatable portions is fluidly isolated from a
second set of inflatable portions.

[0013] In addition to one or more of the features de-
scribed above, or as an alternative, further embodiments
of the method may include that the welded-portion pat-
tern defines a pattern of welded portions and inflatable
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portions that are formed in the de-icer assembly in a non-
uniform pattern.

[0014] In addition to one or more of the features de-
scribed above, or as an alternative, further embodiments
of the method may include that the welded-portion pat-
tern defines a pattern of welded portions and inflatable
portions including reinforced corners.

[0015] In addition to one or more of the features de-
scribed above, or as an alternative, further embodiments
of the method may include that the welded-portion pat-
tern defines a pattern of welded portions and inflatable
portions including welded portions having non-uniform
dimensions.

[0016] In addition to one or more of the features de-
scribed above, or as an alternative, further embodiments
of the method may include that the welded-portion pat-
tern includes a geometric edge pattern.

[0017] In addition to one or more of the features de-
scribed above, or as an alternative, further embodiments
of the method may include that the welded-portion pat-
tern defines a pattern of welded portions and inflatable
portions including welded portions having bleed aper-
tures formed within the welded portions such that adja-
cent inflatable portions are fluidly connected.

[0018] In addition to one or more of the features de-
scribed above, or as an alternative, further embodiments
of the method may include that the first welded-material
layer includes a first exterior layer that is opposite a side
of the first welded-material layer that welds to the second
welded-material layer.

[0019] In addition to one or more of the features de-
scribed above, or as an alternative, further embodiments
of the method may include that the first exterior layer is
an elastomeric layer.

[0020] In addition to one or more of the features de-
scribed above, or as an alternative, further embodiments
of the method may include that the second welded-ma-
terial layer includes at least one second exterior layer
that is opposite a side of the second welded-material lay-
er that welds to the first welded-material layer.

[0021] In addition to one or more of the features de-
scribed above, or as an alternative, further embodiments
of the method may include that the at least one second
exterior layer is an elastomeric layer.

[0022] In addition to one or more of the features de-
scribed above, or as an alternative, further embodiments
of the method may include that at least one of the first
welded-material layer and the second welded-material
layer includes a filler material selected to bond the first
welded-material layer to the second welded-material lay-
er when the high energy is applied by the high energy
source.

[0023] Technical effects of embodiments of the
presentdisclosure include dies and die patterns for weld-
ing layers of de-icer assemblies. Additional technical ef-
fects include sealed or airtight bonds between layers of
a de-icer assembly such that only intentional and/or con-
trolled bleed between inflatable portions of the de-icer
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assembly are present. Further technical effects include
radio frequency welding using a die having a die pattern
that provides for unique and/or optimized inflatable por-
tions in a de-icer assembly.

[0024] The foregoing features and elements may be
combined in various combinations without exclusivity,
unless expressly indicated otherwise. These features
and elements as well as the operation thereof will become
more apparent in light of the following description and
the accompanying drawings. It should be understood,
however, that the following description and drawings are
intended to be illustrative and explanatory in nature and
non-limiting.

BRIEF DESCRIPTION OF THE DRAWINGS

[0025] The subject matter is particularly pointed out
and distinctly claimed at the conclusion of the specifica-
tion. The foregoing and other features, and advantages
of the present disclosure are apparent from the following
detailed description taken in conjunction with the accom-
panying drawings in which:

FIG. 1Ais an isometric schematic illustration of a de-
icer assembly on an airfoil;

FIG. 1B is a plan schematic illustration of the de-icer
assembly of FIG. 1A;

FIG. 1C is a cross-sectional schematic illustration of
the de-icer assembly of FIG. 1A as indicated by the
line C-Cin FIG. 1B;

FIG. 2A is a schematic illustration of a de-icer as-
sembly in accordance with an embodiment of the
present disclosure, shown in a first state;

FIG. 2B is an enlarged schematic illustration of the
de-icer assembly of FIG. 2A;

FIG. 2C is a schematic illustration of the de-icer as-
sembly shown in FIG. 2A in a second state;

FIG. 3is a schematic illustration of a die-based weld-
ing system in accordance with an embodiment of the
present disclosure;

FIG. 4 is a schematic illustration of a horn-based
welding system in accordance with an embodiment
of the present disclosure;

FIG. 5A is a plan schematic illustration of a de-icer
assembly in accordance with an embodiment of the
present disclosure;

FIG. 5B is a plan schematic illustration of a de-icer
assembly in accordance with another embodiment
of the present disclosure;

FIG. 5C is a plan schematic illustration of a de-icer
assembly in accordance with another embodiment
of the present disclosure;

FIG. 5D is a plan schematic illustration of a de-icer
assembly in accordance with another embodiment
of the present disclosure;

FIG. 5E is a plan schematic illustration of a de-icer
assembly in accordance with another embodiment
of the present disclosure;
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FIG. 5F is a plan schematic illustration of a de-icer
assembly in accordance with another embodiment
of the present disclosure;

FIG. 6 is a number of schematic illustrations of weld-
ed portion configurations in accordance with various
embodiments of the present disclosure;

FIG. 7 is a schematic illustration comparing a circular
welded portion of a deicer assembly in accordance
with an embodiment of the present disclosure with
a circular sewn portion of a de-icer assembly;

FIG. 8 is a schematic illustration comparing a corner
welded portion of a deicer assembly in accordance
with an embodiment of the present disclosure with
a corner sewn portion of a de-icer assembly;

FIG. 9is a schematic illustration comparing an edge
welded portion of a deicer assembly in accordance
with an embodiment of the present disclosure with
an edge sewn portion of a de-icer assembly;

FIG. 10A is a schematic illustration of a de-icer as-
sembly in accordance with an embodiment of the
present disclosure;

FIG. 10B is a cross-sectional illustration of the de-
icerassembly of FIG. 10A as indicated along the line
B-B;

FIG. 11 is a flow process for manufacturing a de-icer
assembly in accordance with an embodiment of the
present disclosure; and

FIG. 12 is a flow process for manufacturing a de-icer
assembly in accordance with another embodiment
of the present disclosure.

DETAILED DESCRIPTION

[0026] As shown and described herein, various fea-
tures of the disclosure will be presented. Various embod-
iments may have the same or similar features and thus
the same or similar features may be labeled with the
same reference numeral, but preceded by a different first
number indicating the figure to which the feature is
shown. Thus, for example, element "a" that is shown in
FIG. X may be labeled "Xa" and a similar feature in FIG.
Z may be labeled "Za." Although similar reference num-
bers may be used in a generic sense, various embodi-
ments will be described and various features may include
changes, alterations, modifications, etc. as will be appre-
ciated by those of skill in the art, whether explicitly de-
scribed or otherwise would be appreciated by those of
skill in the art.

[0027] As provided herein, welded carcass joints be-
tween nylon fabric or equivalent material for pneumatic
de-icers are presented along with dies for enabling var-
ious configurations of such systems. Various embodi-
ments provided herein employ radio frequency welding
that utilizes a die and specific radio waves to bond two
layers of material in the shape of the die. Alternatively,
ultrasonic welding may be used. Embodiments provided
herein enable improved de-icer configurations while hav-
ing high fabric strength, desired fluid flow between adja-
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cent tubes within the de-icer, automation of manufactur-
ing, reduced material costs, reduced labor times, im-
proved durability, improved de-icing operation, and other
benefits as described herein and as will be appreciated
by those of skill in the art.

[0028] Referring now to FIGS. 1A-1C, various sche-
matic illustrations of a pneumatic de-icing system are
shown. FIG. 1A is an isometric schematic illustration of
a pneumatic de-icing system 100 having a de-icer as-
sembly 102 attached to an airfoil 104. FIG. 1B is a plan
view schematic illustration of the pneumatic de-icing sys-
tem 100. FIG. 1C s a cross-section schematic illustration
of the pneumatic de-icing system 100 along the line C-
C, as indicated in FIG. 1B.

[0029] Thede-icerassembly 102 isformedfromacom-
posite having elastomeric or substantially elastic proper-
ties. The de-icer assembly 102 is disposed on the airfoil
104 across a leading edge axis 106. "Leading edge" as
used herein means those edges of an aircraft component
on which ice accretes and is impinged upon by air flowing
over the aircraft and having a point or line at which the
airflow stagnates. A plurality of tubes 108 are formed in
the composite and are provided pressurized fluid, such
as air, from a manifold 110. The manifold 110 is supplied
fluid via a connector 112. Fluid from a pressurized fluid
source 114 is supplied along a flow path 116, through
the connector 112, and into the manifold 110. In some,
the connector 112 is integrated into the de-icer assembly
102 during manufacturing. The tubes 108 are configured
to expand or stretch under pressure during inflation cy-
cles, thereby causing a substantial change in the profile
of the de-icer assembly 102 (as well as the leading edge
115 of the airfoil 104) to cause cracking of ice accumu-
lating thereon. For example, during expansion the tubes
108 can be configured (e.g., based on the size of the
tubes 108 and/or the various material(s) of the de-icer
assembly 102) by 40% or more to thus inflate and dis-
lodge or break apart any ice that may have formed on
and exterior surface of the de-icer assembly 102.
[0030] FIG. 1C shows a cross sectional view of the
pneumatic de-icer system 100 along the line C-C shown
in FIG. 1B. The de-icer assembly 102 is disposed on the
airfoil 104 across a leading edge axis 106 of the airfoil
104. Uponinflation, the tubes 108 of the de-icer assembly
102 expand substantially. The tubes 108 are represented
with, but not limited to, paths along or parallel to the lead-
ing edge axis 106 of the airfoil 104 and this expansion
cracks ice accumulating thereon for dispersal into the
airstream passing over the airfoil 104. For example, FIG.
1C shows the tubes 108 in an inflated state. In the em-
bodiments of FIGS. 1A-1C, the principal ice cracking,
bending, and shearing stresses are exerted primarily in
geometrical planes normal to the axis of the inflated tube
radius. Those of skill in the art will appreciate that other
configurations are possible, including but not limited to
de-icers that expand perpendicular or at angles to the
leading edge. In geometrical planes containing the axis
of the inflated tube radius, however, little or no principal
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ice cracking stresses are produced. Efforts to improve
such pneumatic de-icing systems have been limited by
geometry of current manufacturing methods.

[0031] Current production methods for manufacturing
pneumatic de-icers utilize either tube-type construction
or sewn carcasses (i.e., the structure of the pneumatic
de-icer that inflates). In tube-type de-icers, premade tub-
ing is laid in patterns to create de-icers with the ability to
separate areas for the purpose of alternate inflation (e.g.,
subsets of the tubes 108 can be inflated simultaneously
or separately). However, tube-type construction can be
time consuming and cured tube seams can be subject
to fatigue failure. Additionally, the end of each inflatable
tube area must be manually sealed. Further, at the man-
ifold, special tubes and joining procedures are required
in order to properly distribute air.

[0032] Sewn carcasses utilize computerized or manu-
ally-operated sewing machines to create similar patterns
in sheets of rubber-coated nylon fabric. Due to functional
limitations of computerized sewing machines, certain ori-
entations and/or stitching directions are not possible. Fur-
ther, sewn-type de-icers using manual single-needle ma-
chines require significant skill even on rudimentary parts
to ensure tolerances are met for operation on airfoils of
aircraft. Regardless of the sewn-type process (e.g., com-
puterized or manual), the penetration of the carcass ma-
terial during stitching (e.g., needle and thread piercing
through the material) can have a minor but negative im-
pact on the strength of the material. Inflation of the part
causes stress concentrations at the base of each stitch
and within the thread. If a stitch should fail, over time it
could tear along the seam as the thread becomes loose.
[0033] Accordingly, alternative methods, processes,
and associated devices and/or systems capable of pro-
ducing unique geometries for the tubes or bladders of
the de-icers and/or improved strength de-icers are pro-
vided herein. Various manufacturing processes provided
herein include, but are not limited to, radio-frequency and
ultrasonic welding of joints between nylon fabric equiva-
lent materials. The radio-frequency welding may utilize
die and specific radio waves to bond two layers of weld
material in a specific pattern. Ultrasonic welding may uti-
lize a converter-booster-anvil configuration to ultrasoni-
cally-weld weld materials. As used herein, the weld ma-
terials may be nylon fabrics, polymers, materials having
fillers, or other materials, as known in the art. In some
embodiments, elastomeric coatings may be applied to
exterior surfaces of the weld materials, wherein an inte-
rior surface is a surface of contact between two layers of
the weld material.

[0034] Turning nowtoFIGS.2A-2C, various schematic
illustrations of de-icer configurations in accordance with
embodiments described herein are shown. FIG. 2A is a
cross-sectional view of a de-icer assembly 202 config-
ured on an airfoil 204 and having ice 218 accumulated
thereon in a first state. FIG. 2B is an enlarged schematic
illustration of the de-icer assembly 202 as indicated in
FIG. 2A. FIG. 2C is a cross-sectional view of the de-icer
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assembly 202 of FIG. 2A in a second state (e.g., an in-
flated state).

[0035] As showninFIG. 2A, the de-icer assembly 202
is formed of a plurality of layers. The de-icer assembly
202 is attached to the airfoil 204 on a bottom surface 220
and ice can form on a top surface 222 of the de-icer as-
sembly 202. A plurality of inflatable portions 224 are
formed within the de-icer assembly 202 between welded
portions 226, which may be welded by various tech-
niques. The inflatable portions 224 may be fluidly con-
nected to each other or may be fluidly isolated from each
other. Each inflatable portion 224 is fluidly connected to
a fluid source (e.g., fluid source 114 shown in FIG. 1A)
by a manifold, connector, or other fluid connection.
[0036] As showninFIG. 2B, the de-icer assembly 202
is formed from a plurality of layers. For example, in the
configuration of FIGS. 2A-2C, the de-icer assembly has,
defining the bottom surface 220, afirst exterior bond-side
layer 228. As such, the first exterior bond-side layer 228
forms a first exterior surface of the de-icer assembly 202.
In a non-limiting embodiment, the first exterior bond-side
layer 228 is formed of an elastomeric material that either
inherently can attach to a component surface (e.g., airfoil
204) or can be treated or have a substance or material
applied thereto to attach to the component surface.
[0037] On top of the first exterior bond-side layer 228
is a first welded-material layer 230. The first welded-ma-
terial layer 230 can be formed from a nylon fabric or other
material, including, but not limited to, a material having
a welding filler configured therein. And exterior surface
(e.g., lowersurface in FIG. 2B) of the first welded-material
layer 230 can be configured to bond to the first exterior
bond-side layer 228 and an interior surface (e.g., upper
surface in FIG. 2B) of the first welded-material layer 230
can be configured to bond to a second welded-material
layer 232, when a welding process is applied thereto.
The second welded-material layer 232 may be formed
of the same material as the first welded-material layer
230 or of a different material. However, the materials of
the first welded-material layer 230 and the second weld-
ed-material layer 232 are configured to weld and/or bond
when a welding process is applied thereto.

[0038] For example, a welding process, as described
herein, may be selectively applied to various areas of the
first welded-material layer 230 and the second welded-
material layer 232. The welding process will form welded
portions 226 and inflatable portions 224 between the first
welded-material layer 230 and the second welded-ma-
terial layer 232. The inflatable portions 224 may be air
pockets or merely just portions of the first welded-mate-
rial layer 230 and the second welded-material layer 232
that are not bonded or otherwise connected. The welded
portions 226 are configured as fixed connections or
bonds between the first welded-material layer 230 and
the second welded-material layer 232 and may fluidly
isolate volumes that are on opposing sides of the welded
portions 226 (e.g., two adjacent inflatable portions 224
can selectively be fluidly isolated from each other).
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[0039] A second exterior resilient layer 234 is config-
ured on an exterior surface of the second welded-mate-
rial layer 232. The second exterior resilient layer 234 may
be configured substantially similar to the first exterior
bond-side layer 228 or may be constructed of a different
material. A breeze-side coating layer 236 is configured
on an exterior surface of the second exterior resilient lay-
er 234. The breeze-side coating layer 236 can be a layer
formed of a material or texture that is configured to min-
imize ice accumulation on the de-icer assembly 202
and/or formed of a weather impervious material. As will
be appreciated by those of skill in the art, various other
layers and/or modifications thereof can be applied to con-
struct a composite or layered de-icer assembly without
departing from the scope of the present disclosure. Fur-
ther, some of the described layers may be omitted, with-
out departing from the scope of the present disclosure.
For example, the exterior layers 228, 234 and/or the
breeze-side coating layer 236 can be optional. In non-
limiting examples, various of the layers can be formed
from neoprene, natural rubber, polychloroprene, thermo-
plastics, thermosetting elastomers, polyurethane, ther-
moplastic polyurethane, silver urethane, and/or de-ic-
er/de-icing materials and/or compounds.

[0040] For examples, various non-limiting embodi-
ments, the exterior bond-side layer 228 can be formed
fromneoprene. In otherembodiments, natural rubber can
be used as an alternative. However, as will be appreci-
ated by those of skill in the art, the material of the exterior
bond-side layer 228 could be any material that is able to
withstand curing processes, is sufficiently flexible to con-
form to a leading edge, and is capable of being bonded
to an airfoil leading edge material. In some embodiments,
the exterior resilient layer 234 can be formed from natural
rubber compounds; however the material can be any
elastic material that would help to return the de-icer to a
flat deflated condition. The breeze-side coating layer 236
can be formed of neoprene (chloroprene), or urethane,
however it may be any sufficiently elastic material so as
not to significantly restrict the inflation of the de-icer. Fur-
ther, in some embodiments, the coating layer 236 can
have a low ice adhesion characteristic, such that ice will
de-bond readily from the surface when the de-icer is in-
flated. The breeze-side coating layer 236 can also pro-
vide protection from the effects of weathering and pro-
tection from rain and sand erosion.

[0041] As willbe appreciated by those of skill in the art,
the de-icer assembly 202 is a composite. In one non-
limiting example, the composite of the de-icer assembly
202 is comprised from bottom (the side of material bond-
ed to the airfoil) to top of: a) a bottom layer or ply of flexible
material, such as neoprene; b) a first intermediate, non-
stretchable layer or ply (e.g., first welded-material layer
230) of nonstretchable fabric such as nonstretchable wo-
ven nylon fabric which may be natural rubber coated
(e.g., first exterior bond-side layer 228) on one side; c) a
second intermediate, layer or ply (e.g., second welded-
material layer 232) of stretchable fabric, such as stretch-
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able woven nylon fabric which may be rubber coated
(e.g., second exterior resilient layer 234) on one side;
and, e) a top layer or ply (e.g., breeze-side coating layer
236) of a tough yet pliable weather impervious material,
such as neoprene, urethane, or similar suitable material.
[0042] Turning now to FIG. 2C, an alternative sche-
matic illustration of the configuration shown in FIG. 2A is
shown. As noted, FIG. 2A shows the de-icer assembly
202 in a first state. The first state is a non-inflated state,
wherein no fluid is actively supplied into the inflatable
portions 224. However, as shown in FIG. 2C, as fluid is
supplied into the inflatable portions 224, the inflatable
portions 224 will expand away from the airfoil 204 and
thus break-up the ice 218 that has formed on the exterior
or outer surface of the de-icer assembly 202. The fluid
may be supplied in a similar fashion as that shown and
described in FIGS. 1A-1C.

[0043] As noted, the de-icer assembly 202, or a portion
thereof, may be formed through a welding process. As
noted, radio frequency welding or ultrasonic welding may
be used. Two dimensional patterns enabled through
welding processes provided herein, rather than stitching
or individually wrapped and laid tubes (previously used),
can be used to directly address stress concentrations.
Typical application of sewn-type or tube-type processes
applies a hoop stress created by the inflation of the top
layer of fabric. The hoop stress (force) is distributed
throughout the stitches in a sewn-type de-icer, thus con-
centrating stresses between the threads and holes the
threads pass through. By transitioning to a solid weld (as
provided herein) and/or patterned joints, the stress con-
centration (force) can be alleviated. Further, bleed air
between adjacent inflatable portions can be controlled
through selective use of welded sections, rather than the
general bleed that occurred through standard sewing.
Further controlis available in 3-dimensions if shaped dies
are used.

[0044] Variousweldingtechniques are described here-
in, although other types of welding may be used without
departing from the scope of the present disclosure. For
example, although described with respect to radio fre-
quency welding and ultrasonic welding, these are merely
examples of two different welding types that can be used
to manufacture de-icer assemblies or portions thereof.
The welding process is used to bond together materials
in pneumatic de-icers to form unique inflatable portion
patterns and/or inflation patterns that are not possible
with mechanical sewn technology and/or tube-type tech-
nology.

[0045] Turning now to FIG. 3, a schematic illustration
of a radio frequency welding system 340 in accordance
with an embodiment of the present disclosure is shown.
The radio frequency welding system 340, as shown, is a
die-based system wherein a die 342 having a predefined
configuration is used to weld layers of a de-icer system
302 using one or more radio frequency sources 344.
[0046] As shown, the de-icer assembly 302 includes a
first welded-material layer 330 and a second welded-ma-
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terial layer 332 that are configured to be welded or bond-
ed together. Further, the first welded-material layer 330
has a first exterior layer 328, which may be configured
similar to that described above, e.g., in some embodi-
ments the first exterior layer 328 can be a rubber coating
or layer on the first welded-material layer 330. Similarly,
the second welded-material 332 has a second exterior
layer 334, which may be configured similar to that de-
scribed above, e.g., in some embodiments the second
exterior layer 334 can be a rubber coating or layer on the
second welded-material layer 332. The second welded-
material layer 332, in some embodiments, can define in-
flatable portions (not shown) wherein the material thick-
ness at the inflatable portions is less than the material
thickness at welded portions. However, in other embod-
iments, the material thickness of the second welded-ma-
terial layer 332 may be uniform and the second welded-
material layer 332 can be bonded at only certain or pre-
defined locations to the first welded-material layer 330
based on the configuration of the die 342.

[0047] Thedie 342 is retained on an upper platen 346.
The upper platen 346 can be subject to pre-heat proc-
esses that are configured for the materials to be welded
or bonded. The upper platen 346 is retained on or to a
press 348 which is used to physically press the layers of
the de-icer assembly 302 together during the welding
process. Below the de-icer assembly 302 is an optional
buffer layer 350 that is configured to prevent bonding of
the layers of the de-icer assembly 302 with a die base
352. For example, the buffer layer 350 may be selected
and/or configured such that the buffer layer 350 does not
inhibit the ultimate bond strength of the composite ma-
terial. The die base 352 is supported on a lower platen
354, whichin turn is supported on a press base 356. The
lower platen 354, in some embodiments, can be subject
to a pre-heat process similar to the pre-heat process of
the upper platen 346.

[0048] The die 342 and/or the die base 352 are con-
figured with a pattern that is used to define welded por-
tions of the de-icer assembly 302 (e.g., welded portions
226 shown in FIG. 2B). During manufacture, the die 342
and the die base 352 are compressed together with the
layers of the de-icer assembly positioned therebetween.
Radio frequency energy 345 is then applied to the radio
frequency welding system 340 from the radio frequency
sources 344. As noted above, other energy types can be
used without departing from the scope of the present
disclosure. For example, instead of radio frequency, the
system may be configured with e-beam, high frequency
welding, or other types of die-based welding as known
in the art. The die pattern of the die 342 and/or the die
base 352 may define an inflation pattern or patterns that
will be formed in the de-icer assembly 302. The applica-
tion of the high energy for the welding process may not
impact the exterior layers 328, 334, and thus only the
welded-material layers 330, 332 are bonded together to
form an inflatable de-icer assembly.

[0049] Die-basedwelding and manufacturing may pro-
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vide significant time efficiencies per unit time than either
sewn-type or tube-type de-icer assemblies. Additionally,
the nature of the product seams can allow for standard-
ized tooling to be created. Moreover, fatigue life over oth-
er de-icer systems will be increased, in part because
there is no puncturing of the de-icer assembly fabric
which may decrease materials integrity. Production is-
sues common to sewing, such as skipped stitches, may
also be avoided. Moreover, alternating inflation sections,
previously available in only tube-type designs, is possible
in die-based welding of de-icer assemblies as the die-
based system can offer selectively airtight or open
seams. Accordingly, a single welding process is capable
of producing all desired orientations currently produced
on single needle machines, automated machines, and
tube-type construction, in addition to enabling new and/or
unique inflation portion orientations and/or designs.
[0050] Turning now to FIG. 4, a schematic illustration
of an ultrasonic welding system 460 in accordance with
an embodiment of the present disclosure is shown. The
ultrasonic welding system 460, as shown, is a horn-
based system wherein an ultrasonic horn 462 is used to
apply ultrasonic, high-frequency acoustic vibrations to
weld layers of a de-icer system 402 together.

[0051] Similar to the configuration shown in FIG. 3, in
FIG. 4, the de-icer assembly 402 includes a first welded-
material layer 430 and a second welded-material layer
432 that are configured to be welded or bonded together.
Further, the first welded-material layer 430 has a first
exterior layer 428, which may be configured similar to
that described above, e.g., in some embodiments the
first exterior layer 428 can be a rubber coating or layer
on the first welded-material layer 430. Similarly, the sec-
ond welded-material 432 has a second exterior layer 434,
which may be configured similar to that described above,
e.g.,insome embodiments the second exterior layer 434
can be a rubber coating or layer on the second welded-
material layer 432. The second welded-material layer
432, in some embodiments, can define inflatable portions
(not shown) wherein the material thickness at the inflat-
able portionsis less than the material thickness at welded
portions. However, in other embodiments, the material
thickness of the second welded-material layer 432 may
be uniform and the second welded-material layer 432
can be bonded at only certain or predefined locations to
the first welded-material layer 430 based on the position-
ing and/or relative movement between the horn 462 and
the de-icer assembly 402.

[0052] The horn 462 isretained on a booster 464. The
booster 464 is retained on or to a converter 466 which is
used to generate acoustic energy that is boosted by the
booster 464 to welding energy levels. A press 468 can
be used to actuate and/or move the horn 462 in two or
three dimension relative to an anvil 470 that is below the
de-icer assembly 402. That is, the press 468 can be con-
figured to move the horn 462 in a vertical direction toward
or away from the anvil 470 and the press 468, the anvil
470, and/or the de-icer assembly 402 can be moved lat-
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erally or horizontally such that the horn 462 contacts and
welds the de-icer assembly 402 in predefined locations.
In an alternative iteration, the press 468 and horn 462
may be stationary while the anvil 470 is the moving body
to achieve similar functionality. In various embodiments
the ultrasonic welding system 460 can be computer con-
trolled or manually controlled or combinations thereof.
[0053] As noted above, the welding processes de-
scribed herein and/or variations on and/or equivalents
thereof can enable unique designs for welded portions
and inflatable portions of de-icer assemblies. During a
welding process the welded portions of the de-icer as-
sembly are welded or bonded together, and the non-
welded sections define the inflatable portions of the de-
icer assembly. As described below, various non-limiting
example configurations and designs of de-icer assem-
blies are shown. The configurations and designs can rep-
resent a finished de-icer assembly or, in die-based weld-
ing, can represent die forms and shapes.

[0054] Specific application features can be reflected
by the dies or horn welding in areas of corners, variable
weld widths, edges, intentional bleed features, that have
been impossible patterns to be formed (e.g., by sewing
or building of individual tubes). The ability to manufacture
any two-dimensional pattern without compromising fab-
ric integrity is a direct result of the processes described
herein. Welding of de-icer assemblies allows for finer de-
tail to be established than previous methods, and con-
sequently embodiments provided herein can address
some of the areas that are known to experience long term
fatigue damage.

[0055] Turning now to FIGS. 5A-5F, various de-icer
assembly or die designs and/or configurations are
shown. In each of FIGS. 5A-5F, the x-direction is a span-
wise direction and the y-direction is a chordwise direction.
Each of the schematic illustrationsin FIGS. 5A-9, in some
embodiments of the present disclosure, represent weld-
ed-portion patterns that are configured with a die and/or
die base, wherein the die pattern defines where layers
of a deicer assembly are bonded together during the
welding process into the defined welded-portion pattern.
[0056] FIG. 5A shows a de-icer assembly (or related
welded-portion pattern) 502a having a plurality of adja-
cent inflatable portions 524a that are fluidly connected
to each other through specific features included in the
welded portions 526a. As will be appreciated by those of
skill in the art, fluidly connected these sections may be
beneficial to the performance characteristics of the fin-
ished part. The inflatable portions 524a may be fluidly
connected to one or more fluid sources (not shown). A
non-inflatable zone 503a is formed around the inflatable
portions 524a, with the inflatable portions 524a bound by
a welded edge 527a. As shown in FIG. 5A, the inflatable
portions 524a and the welded portions 526a are oriented
in a chordwise direction y. FIG. 5B shows another con-
figuration of a de-icer assembly 502b having spanwise
oriented inflatable portions 524b and welded portions
526b. Thatis, the inflatable portions 524b and the welded
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portions 526b are oriented in a spanwise direction x.
[0057] Although shown with the inflatable portions
each having substantially the same shape and size,
those of skill in the art will appreciate that each inflatable
portions 524a, 524b of FIGS. 5A-5B may be configured
with any desired dimensions. For example, in FIG. 5A,
some inflatable portions 524a can be configured with dif-
ferent spanwise widths as compared to other inflatable
portions 524a of the same de-icer assembly 502a. Sim-
ilarly, in FIG. 5B, some inflatable portions 524b can be
configured with different chordwise widths as compared
to other inflatable portions 524b.

[0058] Turning to FIGS. 5C and 5D, embodiments il-
lustrating alternating inflation designs of inflatable por-
tions on de-icer assemblies 502c, 502d are shown. FIG.
5C illustrates alternating "A" and "B" sets of inflatable
portions 524c with the inflatable portions 524c oriented
in the chordwise direction y. FIG. 5D illustrates "A" and
"B" sets of inflatable portions 524d with the inflatable por-
tions 524d oriented in the spanwise direction x. In the
embodiments of FIGS. 5C-5D, the inflatable portions "A"
can be independently inflated relative to the inflatable
portions "B." Accordingly, in some embodiments, two dif-
ferent fluid sources and/or manifolds can be used to sup-
ply fluid to the inflatable portions 524c, 524d and/or a
valve system may be configured to direct fluid to one or
both of the "A" and "B" inflatable portions. Adjacent "A"
and "B" inflatable portions, such as inflatable portions
524c are fluidly separate, while adjacent "A" and "A" or
"B" and "B" sections may be fluidly connected. As will be
appreciated by those of skill in the art, fluidly connecting
these sections may be beneficial to the performance
characteristics of the finished part.

[0059] Turning now to FIGS. 5E-5F, various unique or
non-uniform configurations of welded-portion patterns
and/or patterns of the inflatable portions of de-icer as-
semblies in accordance with the present disclosure are
shown. The de-icer assembly 502e of FIG. 5E includes
a variety of geometries of inflatable portions 524e. The
inflatable portions 524e can be configured to be inflatable
all at the same time or may be configured into multiple
different sets of inflatable portions that can be separately
and/or independently inflated. Similarly, FIG. 5F shows
additional variations, design patterns, and/or configura-
tions of inflatable portions 524f of a die and/or de-icer
assembly 502f. Again, the different sections or sets of
inflatable portions 524f shown in FIG. 5F can be inflated
all at once or may be configured into one or more sets
or groups of inflatable portions 524f.

[0060] As will be appreciated by those of skill in the art,
the designs and patterns of FIGS. 5A-5F can be com-
bined and/or mix-and-matched to generate and form a
de-icer assembly having any desired geometric config-
uration for the inflatable portions. Such unique ge-
ometries are enabled through die patterns that match the
shown patterns and/or the use of a welding horn that can
provide welded portions between adjacent inflatable por-
tions.
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[0061] In addition to providing custom inflatable por-
tions having various geometries, dimensions, etc. weld-
ing processes, as provided herein, enable optimization
and/or variable welded portions. That is, using a welding
process, not only can the inflatable portions be config-
urable but the welded portions are also configurable.
[0062] Forexample, FIG. 6 shows various non-limiting
examples of welded portions that are enabled through
the die-welding or horn-welding processes described
herein. Afirst welded portion 626a is shown having a first
width W, and a second welded portion 626b is shown
having a second width W,,. The first width W, of the first
welded portion 626a can be larger than the second width
W, of the second welded portion 626b. As shown, the
first and second welded portions 626a, 626b have con-
stant widths W,, W,,.

[0063] However, the welded portions as described
herein can have variable width, as shown with respect
to welded portions 626c¢, 626d, 626e. That is, welded
portions in accordance with some embodiments of the
present disclosure can have non-uniform dimensions.
The welded portion 626¢ is tapered from one end to the
other, having a first width W, at one end that is larger
than a second width W, at a second end of the welded
portion 626¢. As shown, the welded portion 626d has a
diamond shape, tapering from narrow ends toward a wid-
er or thicker center. Oppositely, as shown, the welded
portion 626e has wider or thicker ends and a narrower
center or middle section.

[0064] Further, as shown with respect to the welded
portion 626f, the welded portion 626f is not required to
be continuous but can have a discontinuous or broken
shape having a bleed aperture 625f formed therein. For
example, fluid can flow from an upper inflatable portion
624U to a lower inflatable portion 624L through the bleed
aperture 625f. Accordingly, intentional, desired, and/or
controlled bleed between different inflatable portions can
be achieved by forming the welded portions as desired
and enabled herein. As will be appreciated by those of
skill in the art, this geometry is not limited to the linear
illustrations shown. For example, filleted or otherwise
rounded geometry will be prevalent for reasons provided
herein.

[0065] In additional to enabling unique geometries
and/or configurations of welded portions and controlling
bleed through welded portions (or between inflatable por-
tions), additional features are enabled through welded
de-icer assemblies as provided herein.

[0066] Forexample, turning to FIG.7, circular features
can be formed that are fluidly sealed. As shown in FIG.
7, a circular welded portion 780 is shown. The circular
welded portion 780 can be formed by any types of welding
as provided herein. As shown, the circular welded portion
780 forms a continuous structure. This is in contrastto a
sewn-type circular structure, as shown as circular sewn
portion 782. The circular sewn portion 782 is not contin-
uous and does not form a sealed or fluidly isolated cir-
cular. In contrast, the circular sewn portion 782 is formed
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from a number of threads 782A that are threaded and
have stitches 782B where curves are formed. The
threads 782A and the stitches 782B can be stress points
and further fluid may be able to pass through the threads
782A and/or the stitches 782B. Moreover, as is apparent
from FIG. 7, the circular sewn portion 782 is not actually
circular but rather is octagonal (although other polygons
can be used, but may be limited by the mechanical lim-
itations of sewing). Accordingly, welding, as provided
herein, enables unique shapes thatare structurally sound
and also can be fluidly sealed.

[0067] Additionally, welding of de-icer assemblies as
provided herein may also allow for increased comers,
edges, and/or other features. For example, with refer-
ence to FIG. 8, a welded corner portion 884 is shown.
As shown, the welded corner portion 884 has areinforced
corner 884A. This is in contrast to a threaded corner 886,
as shown in FIG. 8. The threaded corner 886 is right
angle and is limited by the mechanical limitations of sew-
ing. As will be appreciated by those of skill in the art,
sharp corners such as those created by a sewing process
provide a local increase in the stresses experienced by
the local materials. Further, even if a non-right angle is
formed, the limitations and drawbacks to threads and
sewing still apply (e.g., non-sealed, increased stresses,
etc.).

[0068] Further, unique edge patterns can be created
using welding processes as described herein. That is, in
some embodiments of the present disclosure, the de-icer
assemblies and/or die welded-portion patterns can have
geometric edge patterns that have not been previously
achievable. For example, as shown in FIG. 9, a welded,
reinforced, unique pattern carcass edge 988 can be gen-
erated. The welded carcass edge 988 can have improved
strength and additional material and bonding where de-
sired. In contrast, a sewn carcass edge 990 is limited by
the mechanical limitations of sewing. For example, as
shown in FIG. 9, the sewn carcass edge 990 is a right
angle. Unique patterns are not possible with sewing be-
cause of the size of the thread and minimum required
distances between adjacent stitches. The unique shapes
and patterns provided through welding processes de-
scribed herein can enable anchoring patterns to be gen-
erated without the use of additional materials and/or com-
promising the integrity of the de-icer assembly. Sewn car-
cass edge 990 is limited by the joining method of sewing
and does not provide a natural fluid barrier as the welded
edge 988 would. As will be appreciated by those of skill
in the art, an additional manufacturing used to provide a
fluid barrier may therefore be eliminated by the use of
welded edge 988.

[0069] Turning now to FIGS. 10A-10B, a de-icer as-
sembly 1002 in accordance with an embodiment of the
present disclosure is shown. The de-icer assembly 1002
includes alternating inflatable portions 1024A, 1024B
that are separated by welded portions 1026. The de-icer
assembly 1002 can be applied over an airfoil about a
leading edge axis 1006. FIG. 10A shows a plan view
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schematic illustration of the de-icer assembly 1002 and
FIG. 10B shows a cross-sectional view of the de-icer as-
sembly along the line B-B shown in FIG. 10A.

[0070] As shown, using the welded processes de-
scribed herein, two sets of inflatable portions 1024A,
1024B (or more sets) can be configured such that a first
set of inflatable portions 1024A is operated independent-
ly from a second set of inflatable portions 1024B. As
shown, the first set of inflatable portions 1024A is sup-
plied with fluid from a first manifold 1010A and the second
set of inflatable portions 1024B are is supplied with fluid
form a second manifold 1010B. Accordingly, as shown
in FIGS. 10A-10B, the first manifold 1010A is supplied
through a first connector 1012A from a first flow path
1016A and is configured to supply fluid into the first set
of inflatable portions 1024A. Similarly, the second man-
ifold 1010B is supplied through a second connector
1012B from a second flow path 1016B and is configured
to supply fluid into the second set of inflatable portions
1024B. As will be appreciated by those of skill in the art,
there are a variety of construction methods and tube ori-
entations that may be used to achieve similar fluid distri-
bution.

[0071] Turningto FIG. 11, a flow process for manufac-
turing a de-icer assembly in accordance with an embod-
iment of the present disclosure is shown. The flow proc-
ess 1100 is a die-based welding process and can include
one or more of the above described features related to
die-based welding, including, but not limited to, a die
and/or die base having a welded-portion pattern thereon.
[0072] At block 1102, material layers are positioned
within a die-based welding system, such as shown in
FIG. 3. The material layers are positioned between a die
and a die base such that a welded-portion pattern can
be welded into the material layers. The materials, die,
and die base may be warmed or otherwise prepared at
this stage. At block 1104, the die and/or the die base are
compressed such that the material layers are pressed
together. At block 1106, high energy (such as radio fre-
quency energy) is applied to the die-based welding sys-
tem such that the material layers are welded or bonded
together in the welded-portion pattern. Thus, a de-icer
having a welded-portion pattern (and associated inflata-
ble portion pattern) in accordance with the above de-
scribed embodiments is formed.

[0073] Turningto FIG. 12, a flow process for manufac-
turing a de-icer assembly in accordance with anotherem-
bodiment of the present disclosure is shown. The flow
process 1200 is a horn-based welding process and can
include one or more of the above described features re-
lated to horn-based welding, including, but not limited to,
acomputer controlled horn moveable in a welded-portion
pattern.

[0074] At block 1202, material layers are positioned
within a horn-based welding system, such as shown in
FIG. 4. The material layers are positioned between a horn
and an anvil such that a welded-portion pattern can be
welded into the material layers by application of the horn.
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At block 1204, the material layers are pressed together
between the horn and the anvil. At block 1206, high en-
ergy (such as ultrasonic, high-frequency acoustic vibra-
tions) is applied to the horn-based welding system such
that the material layers are welded or bonded together
in the welded-portion pattern. Thus, a de-icer having a
welded-portion pattern (and associated inflatable portion
pattern) in accordance with the above described embod-
iments is formed. As will be provided by those of skill in
the art, the degree of compression may vary depending
on the desired local features of the material weld as block
1204 and/or 1206 may be continuously applied in moving
horn iterations, e.g., in alooping/continuous process. For
example, a traversing horn may be employed to achieve
a continuous process.

[0075] Inview of the above, and as will be appreciated
by those of skill in the art, when manufacturing a de-icer
assembly in accordance with embodiments of the
present disclosure, different welded portion geometries
and/or inflatable portion geometries can be combined to
form a unique de-icer assembly. The manufacturing proc-
ess in some embodiments involves designing and mak-
ing or supplying a die having a predefined geometry that
is configured to enable welding of a de-icer assembly in
only specific areas such that welded portions and inflat-
able portions are formed between two welded-material
layers. In some such embodiments, the welded-material
layers may have elastomeric exterior layers or coatings
thereon, although alternative and/or additional exterior
layers of polymers, composites, and/or non-woven tex-
tiles can be employed without departing from the scope
of the presentdisclosure. Further, in some embodiments,
a coating layer can be applied after the welded-material
layers are welded together. The die may be subjected to
high energy, such as radio frequencies, while the welded-
material layers are compressed by the die.

[0076] Inother embodiments, the manufacturing proc-
ess can be based on horn-based welding. For example,
a high-energy, ultrasonic horn can be used to pass over
sections of welded-material layers in a pattern to form a
de-icer assembly as shown and described herein.
[0077] Advantageously, embodiments described
herein provide improved fabric strength at connection
points where welding is applied rather than adhesives
and/or sewing. Further, embodiments provided herein
enable the ability to selectively enable or prevent cross
inflatable portion inflation. Moreover, embodiments pro-
vided herein can provide lower fabrication costs, reduced
material costs, and reduced labor time. Further, less ex-
cess or scrap material may be generated by the manu-
facture of de-icer assemblies as provided herein due to
anideal pattern being pre-defined (either by die geometry
or computer aided horn welding). Moreover, repair of de-
icer assemblies as described herein may be improved
through supplemental welding or other processes.
[0078] Furthermore, due to the unique geometries and
the bonding enabled through the welding processes de-
scribed herein, the de-icer assemblies can have im-



19 EP 3 219 464 B1 20

proved durability and there is an ability to address known
stress concentrations in areas too fine for current meth-
ods to control. Moreover, undesirable cross-bleed be-
tween adjacent inflatable portions can be avoided due to
the welding/bonding process provided herein. Further,
intentional bleed between inflatable portions can be de-
signed and implemented where desired.

[0079] Additionally, because of the welding processes
described herein, in addition to having the ability to
unique inflatable portions, the welded portions are also
controllable. For example, embodiments provided herein
enable an ability to vary two-dimensional footprints of
bonded surfaces to add strength as required (e.g., vary-
ing the width of a welded portion, as shown in FIG. 6).
Furthermore, three-dimensional support and/or structure
can be implemented wherein additional bonding/welding
material can be supplied to form a stronger or thicker
section of the de-icer assembly, as desired. In additional
to increased thickness for structural purposes, welding
as provided herein can enable three-dimensional surfac-
es to the de-icer assembilies, e.g., textured surfaces at
the welded portions.

[0080] Moreover, advantageously, trimming process-
es can be integrated into or assisted by the welding proc-
ess press, allowing for more complex geometry to miti-
gate stress concentrations currently presented by linear
edges and/or sharp corners of carcass (e.g., as shown
in FIGS. 7-9). Further, the edge of carcass can be welded
shut (FIG. 9), preventing separation between the exterior
ofa"seam"and a cured rubber atthe carcass edge during
inflation, thus extending part life. Furthermore, guide
welds could assist with the trimming of the part along
edges with tight tolerances.

[0081] While the present disclosure has been de-
scribed in detail in connection with only a limited number
of embodiments, it should be readily understood that the
present disclosure is not limited to such disclosed em-
bodiments. Rather, the present disclosure can be mod-
ified to incorporate any number of variations, alterations,
substitutions, combinations or sub-combinations, not
heretofore described, but which are commensurate with
the scope of the present disclosure. Additionally, while
various embodiments of the present disclosure have
been described, itis to be understood that aspects of the
present disclosure may include only some of the de-
scribed embodiments.

[0082] For example, as noted above, various types of
welding may be used without departing from the scope
of the present disclosure. For example, any type of weld-
ing that forms a solid-state weld between layers may be
used without departing from the scope of the present
disclosure, including but not limited to, die-based and
horn-based welding techniques.

[0083] Accordingly, the present disclosure is not to be
seen as limited by the foregoing description, but is only
limited by the scope of the appended claims.
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Claims

1. A method of manufacturing an aircraft de-icer as-
sembly, the method comprising:

disposing a first welded-material layer and a
second welded-material layer beneath a horn of
a horn-based welding system, wherein the first
welded-material layer is a woven nylon fabric
and the second welded-material layer is a
stretchable woven nylon fabric;

controlling the horn to move along a welded-por-
tion pattern configured to weld the first welded-
material layer to the second welded-material
layerin the pattern of the welded-portion pattern
such that inflatable portions are formed within
the welded-portion pattern formed in the de-icer
assembly between non-welded sections of the
first welded-material layer and the second weld-
ed-material layer; and

applying high-frequency energy to the firstweld-
ed-material layer and a second welded-material
layer using the horn such that the first welded-
material layer and the second welded-material
layer are welded together at areas in the shape
of the welded-portion pattern to form a welded
de-icer assembly, wherein at least one first in-
flatable portion is fluidly isolated from at least
one second inflatable portion by a weld formed
between the first welded-material layer and the
second welded-material layer.

2. The method of claim 1, wherein the high-frequency

energy is ultrasonic, high-frequency acoustic vibra-
tions.

3. The method of any preceding claim, wherein the

horn-based welding system includes an anvil con-
figured to support the first welded-material layer and
the second welded-material layer beneath the horn.

4. The method of any preceding claim, wherein the

horn-based welding system includes a press sup-
porting the horn, wherein the press is configured to
compress the first welded-material layer and the sec-
ond welded-material layer and apply the high-fre-
quency energy thereto.

5. The method of any preceding claim, wherein the
horn-based welding systemincludes a converterand
a booster operationally connected to the horn and
configured to generate the high-frequency energy.

6. The method of any preceding claim, wherein the
welded-portion pattern defines a pattern of welded
portions and inflatable portions that are formed in
the de-icer assembly extending in a chordwise di-
rection, or wherein the welded-portion pattern de-
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fines a pattern of welded portions and inflatable por-
tions that are formed in the de-icer assembly extend-
ing in a spanwise direction, or wherein the welded-
portion pattern defines a pattern of welded portions
and inflatable portions that are formed in the de-icer
assembly extending in an alternating chordwise di-
rection pattern, wherein a first set of inflatable por-
tions is fluidly isolated from a second set of inflatable
portions, or wherein the welded-portion pattern de-
fines a pattern of welded portions and inflatable por-
tions that are formed in the de-icer assembly extend-
ing in an alternating spanwise direction pattern,
wherein a first set of inflatable portions is fluidly iso-
lated from a second set of inflatable portions, or
wherein the welded-portion pattern defines a pattern
of welded portions and inflatable portions that are
formed in the de-icer assembly in a non-uniform pat-
tern.

The method of any preceding claim, wherein the
welded-portion pattern defines a pattern of welded
portions and inflatable portions including reinforced
corners.

The method of any preceding claim, wherein the
welded-portion pattern defines a pattern of welded
portions and inflatable portions including welded por-
tions having non-uniform dimensions.

The method of any preceding claim, wherein the
welded-portion pattern includes a geometric edge
pattern.

The method of any preceding claim, wherein the
welded-portion pattern defines a pattern of welded
portions and inflatable portions including welded por-
tions having bleed apertures formed within the weld-
ed portions such that adjacentinflatable portions are
fluidly connected.

The method of any preceding claim, wherein the first
welded-material layer includes a first exterior layer
that is opposite a side of the first welded-material
layer that welds to the second welded-material layer,
preferably wherein the first exterior layer is an elas-
tomeric layer.

The method of any preceding claim, wherein the sec-
ond welded-material layer includes at least one sec-
ond exterior layer that is opposite a side of the sec-
ond welded-material layer that welds to the first weld-
ed-material layer, preferably wherein the atleastone
second exterior layer is an elastomeric layer.

The method of any preceding claim, wherein at least
one of the first welded-material layer and the second
welded-material layer includes a filler material se-
lected to bond the first welded-material layer to the
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second welded-material layer when the high energy
is applied by the high energy source.

Patentanspriiche

Verfahren zum Herstellen einer Flugzeugenteisera-
nordnung, wobei das Verfahren Folgendes umfasst:

Anordnen  einer ersten  Schicht aus
geschweiltem Material und einer zweiten
Schicht aus geschweifl3tem Material unter einer
Sonotrode eines sonotrodenbasierten
Schweilisystems, wobei die erste Schicht aus
geschweil’tem Material ein gewobener Nylon-
stoff ist und die zweite Schicht aus geschweil3-
tem Material ein dehnbarer gewobener Nylon-
stoff ist;

Steuern der Sonotrode, sodass sie sich entlang
eines Musters mit geschweil’ten Abschnitten
bewegt, das dazu konfiguriert ist, die erste
Schicht aus geschweilltem Material mit der
zweiten Schicht aus geschweilltem Material in
dem Muster des Musters mit geschweil3ten Ab-
schnitten zu verschweif3en, sodass aufblasbare
Abschnitte innerhalb des Musters mit ge-
schweilten Abschnitten gebildet werden, die in
der Enteiseranordnung zwischen nicht ge-
schweiRten Teilabschnitten der ersten Schicht
aus geschweilltem Material und der zweiten
Schicht aus geschweil’tem Material gebildet
werden; und

Anlegen von hochfrequenter Energie an die ers-
te Schicht aus geschweilttem Material und eine
zweite Schicht aus geschweiltem Material un-
ter Verwendung der Sonotrode, sodass die ers-
te Schicht aus geschweil’tem Material und die
zweite Schicht aus geschweif3tem Material in
Bereichen in der Form des Musters mit ge-
schweiRten Abschnitten miteinander ver-
schweillt werden, um eine geschweiflte Entei-
seranordnung zu bilden, wobei mindestens ein
erster aufblasbarer Abschnitt durch eine
Schweillnaht, die zwischen der ersten Schicht
aus geschweilltem Material und der zweiten
Schicht aus geschweil3tem Material gebildet ist,
fluidisch von mindestens einem zweiten auf-
blasbaren Abschnitt isoliert ist.

Verfahren nach Anspruch 1, wobei es sich bei der
hochfrequenten Energie um hochfrequente akusti-
sche Ultraschallschwingungen handelt.

Verfahren nach einem der vorhergehenden Anspri-
che, wobei das sonotrodenbasierte Schweillsystem
einen Amboss beinhaltet, der dazu konfiguriert ist,
die erste Schicht aus geschweiRtem Material und
die zweite Schicht aus geschweif3tem Material unter
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der Sonotrode zu stiitzen.

Verfahren nach einem der vorhergehenden Ansprii-
che, wobei das sonotrodenbasierte Schweillsystem
eine Presse beinhaltet, die die Sonotrode stlitzt, wo-
bei die Presse dazu konfiguriert ist, die erste Schicht
aus geschweildtem Material und die zweite Schicht
aus geschweilltem Material zusammenzudriicken
und die hochfrequente Energie daran anzulegen.

Verfahren nach einem der vorhergehenden Ansprii-
che, wobei das sonotrodenbasierte Schweillsystem
einen Konverter und einen Booster beinhaltet, die
mitder Sonotrode wirkverbunden sind und dazu kon-
figuriert sind, die hochfrequente Energie zu erzeu-
gen.

Verfahren nach einem der vorhergehenden Ansprii-
che, wobei das Muster mit geschweilsten Abschnit-
ten ein Muster aus geschweilsten Abschnitten und
aufblasbaren Abschnitten definiert, die in der Entei-
seranordnung gebildet sind und sich in einer profil-
sehnenmafigen Richtung erstrecken, oder wobei
das Muster mit geschweif3ten Abschnitten ein Mus-
ter aus geschweildten Abschnitten und aufblasbaren
Abschnitten definiert, die in der Enteiseranordnung
gebildet sind und sich in einer spannweitenmafligen
Richtung erstrecken, oder wobei das Muster mit ge-
schweiflten  Abschnitten ein  Muster aus
geschweildten Abschnitten und aufblasbaren Ab-
schnitten definiert, die in der Enteiseranordnung ge-
bildet sind und sich in einem abwechselnden Muster
in profilsehnenmafiger Richtung erstrecken, wobei
ein erster Satz von aufblasbaren Abschnitten flui-
disch von einem zweiten Satz von aufblasbaren Ab-
schnitten isoliert ist, oder wobei das Muster mit ge-
schweif3ten Abschnitten ein Muster aus geschweil3-
ten Abschnitten und aufblasbaren Abschnitten defi-
niert, die in der Enteiseranordnung gebildet sind und
sich in einem abwechselnden Muster in spannwei-
tenmaRiger Richtung erstrecken, wobei ein erster
Satz von aufblasbaren Abschnitten fluidisch von ei-
nem zweiten Satz von aufblasbaren Abschnitten iso-
liert ist, oder wobei das Muster mit geschweildten
Abschnitten ein Muster aus geschweil3ten Abschnit-
ten und aufblasbaren Abschnitten definiert, diein der
Enteiseranordnung in einem ungleichmaBigen Mus-
ter gebildet sind.

Verfahren nach einem der vorhergehenden Ansprii-
che, wobei das Muster mit geschweilsten Abschnit-
ten ein Muster aus geschweilsten Abschnitten und
aufblasbaren Abschnitten definiert, das verstarkte
Ecken beinhaltet.

Verfahren nach einem der vorhergehenden Ansprii-
che, wobei das Muster mit geschweilsten Abschnit-
ten ein Muster aus geschweilsten Abschnitten und
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aufblasbaren Abschnitten definiert, das
geschweildte Abschnitte beinhaltet, die ungleichma-
Rige Abmessungen aufweisen.

Verfahren nach einem der vorhergehenden Anspri-
che, wobei das Muster mit geschweil’ten Abschnit-
ten ein geometrisches Kantenmuster beinhaltet.

Verfahren nach einem der vorhergehenden Anspri-
che, wobei das Muster mit geschweil’ten Abschnit-
ten ein Muster aus geschweildten Abschnitten und
aufblasbaren Abschnitten definiert, das
geschweillte Abschnitte beinhaltet, die Ablassoff-
nungen aufweisen, die innerhalb der geschweiften
Abschnitte gebildet sind, sodass benachbarte auf-
blasbare Abschnitte fluidisch verbunden sind.

Verfahren nach einem der vorhergehenden Anspri-
che, wobei die erste Schicht aus geschweifltem Ma-
terial eine erste AuRenschicht beinhaltet, die einer
Seite der ersten Schicht aus geschweilstem Material
gegeniberliegt, die mit der zweiten Schicht aus ge-
schweil3tem Material verschweil3t wird, wobei die
erste AuRenschicht bevorzugt eine elastomere
Schicht ist.

Verfahren nach einem der vorhergehenden Anspri-
che, wobei die zweite Schicht aus geschwei3tem
Material mindestens eine zweite AuRenschicht be-
inhaltet, die einer Seite der zweiten Schicht aus ge-
schweiltem Material gegentiiberliegt, die mitderers-
ten Schicht aus geschweilRtem Material verschweil3t
wird, wobei die mindestens eine zweite Aul3en-
schicht bevorzugt eine elastomere Schicht ist.

Verfahren nach einem der vorhergehenden Anspri-
che, wobei mindestens eine von der ersten Schicht
aus geschweilitem Material und der zweiten Schicht
aus geschweil’tem Material ein Fillmaterial beinhal-
tet, das dazu ausgewahlt ist, die erste Schicht aus
geschweildtem Material an die zweite Schicht aus
geschweildtem Material zu binden, wenn die Hoch-
energie durch die Hochenergiequelle angelegt ist.

Revendications

1.

Procédé de fabrication d’'un ensemble dégivreur
d’aéronef, le procédé comprenant :

la disposition d’'une premiére couche de maté-
riau soudé etd’'une seconde couche de matériau
soudé sous un cornetd’un systéme de soudage
a base de cornet, dans lequel la premiére cou-
che de matériau soudé est un tissu de nylon
tissé et la seconde couche de matériau soudé
est un tissu de nylon tissé extensible ;

lacommande du cornet pour se déplacer le long



25

d’un motif de partie soudée congu pour souder
la premiére couche de matériau soudé a la se-
conde couche de matériau soudé dans le motif
du motif de partie soudée de sorte que des par-
ties gonflables sont formées a I'intérieur du motif
de partie soudée formé dans I'ensemble dégi-
vreur entre les sections non soudées de la pre-
miére couche de matériau soudé etde la secon-
de couche de matériau soudé ; et

I'application d’'une énergie haute fréquence ala
premiére couche de matériau soudé et a une
seconde couche de matériau soudé a l'aide du
cornet de sorte que la premiére couche de ma-
tériau soudé et la seconde couche de matériau
soudé sont soudées ensemble a des zones de
la forme du motif de partie soudée pour former
un ensemble dégivreur soudé, dans lequel au
moins une premiere partie gonflable est isolée
de maniére fluide a partir d’au moins une secon-
de partie gonflable par une soudure formée en-
tre la premiére couche de matériau soudé et la
seconde couche de matériau soudé.

Procédé selon larevendication 1, dans lequel I'éner-
gie haute fréquence est constituée de vibrations
acoustiques ultrasonores a haute fréquence.

Procédé selon une quelconque revendication pré-
cédente, dans lequel le systéeme de soudage a base
de cornet comporte une enclume congue pour sup-
porter la premiére couche de matériau soudé et la
seconde couche de matériau soudé sous le cornet.

Procédé selon une quelconque revendication pré-
cédente, dans lequel le systéeme de soudage a base
de cornet comporte une presse supportant le cornet,
dans lequel la presse est congue pour comprimer la
premiére couche de matériau soudé et la seconde
couche de matériau soudé et leur appliquer I'énergie
haute fréquence.

Procédé selon une quelconque revendication pré-
cédente, dans lequel le systéeme de soudage a base
de cornet comporte un convertisseur et un servomo-
teur reliés de maniére opérationnelle au cornet et
congus pour générer I'énergie haute fréquence.

Procédé selon une quelconque revendication pré-
cédente, dans lequel le motif de partie soudée définit
un motif de parties soudées et de parties gonflables
qui sont formées dans I'ensemble dégivreur s’éten-
dant dans une direction dans le sens de la corde, ou
dans lequel le motif de partie soudée définit un motif
de parties soudées et de parties gonflables qui sont
formées dans I'ensemble dégivreur s’étendant dans
une direction dans le sens de I'envergure, ou dans
lequel le motif de partie soudée définit un motif de
parties soudées et de parties gonflables qui sont for-
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meées dans I'ensemble dégivreur s’étendantdans un
motif de direction alternée dans le sens de la corde,
dans lequel un premier ensemble de parties gonfla-
bles est isolé de maniere fluide d’'un second ensem-
ble de parties gonflables, ou dans lequel le motif de
partie soudée définit un motif de parties soudées et
de parties gonflables qui sontformées dans'ensem-
ble dégivreur s’étendant dans un motif de direction
d’envergure alternée, dans lequel un premier en-
semble de parties gonflables est isolé de maniéere
fluide d’un second ensemble de parties gonflables,
ou dans lequel le motif de partie soudée définit un
motif de parties soudées et de parties gonflables qui
sont formées dans I'ensemble dégivreur selon un
motif non uniforme.

Procédé selon une quelconque revendication pré-
cédente, dans lequel le motif de partie soudée définit
un motif de parties soudées et de parties gonflables
comportant des coins renforcés.

Procédé selon une quelconque revendication pré-
cédente, dans lequel le motif de partie soudée définit
un motif de parties soudées et de parties gonflables
comportant des parties soudées ayant des dimen-
sions non uniformes.

Procédé selon une quelconque revendication pré-
cédente, dans lequel le motif de partie soudée com-
porte un motif de bord géométrique.

Procédé selon une quelconque revendication pré-
cédente, dans lequel le motif de partie soudée définit
un motif de parties soudées et de parties gonflables
comportant des parties soudées ayant des ouvertu-
res de purge formées a l'intérieur des parties sou-
dées de sorte que les parties gonflables adjacentes
sont reliées de maniére fluide.

Procédé selon une quelconque revendication pré-
cédente, dans lequel la premiére couche de maté-
riau soudé comporte une premiére couche extérieu-
re qui est opposée a un coté de la premiére couche
de matériau soudé qui se soude ala seconde couche
de matériau soudé, de préférence danslequella pre-
miéere couche extérieure estune couche élastomere.

Procédé selon une quelconque revendication pré-
cédente, dans lequel la seconde couche de matériau
soudé comporte au moins une seconde couche ex-
térieure qui est opposée a un coté de la seconde
couche de matériau soudé qui se soude a la premie-
re couche de matériau soudé, de préférence dans
lequel 'au moins une seconde couche extérieure est
une couche élastomere.

Procédé selon une quelconque revendication pré-
cédente, dans lequel au moins I'une de la premiére
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couche de matériau soudé et de la seconde couche
de matériau soudé comporte un matériau de rem-
plissage sélectionné pour lier la premiére couche de
matériau soudé a la seconde couche de matériau
soudé lorsque I'énergie élevée est appliquée par la
source d’énergie élevée.
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