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POLYCRYSTALLINE FOAMS EXHIBITING
GIANT MAGNETIC-FIELD-INDUCED
DEFORMATION AND METHODS OF
MAKING AND USING SAME

This application claims benefit of Provisional Application
Ser. No. 61/227,044, Jul. 20, 2009, the entire enclosure of
which is incorporated herein by this reference, and this appli-
cation is a continuation-in-part of Non-Provisional applica-
tion Ser. No. 12/203,112, filed Sep. 2, 2008, which claims
benefit of 60/969,018, filed Aug. 30, 2007, the disclosures of
which are also incorporated herein by this reference.

This invention was made with government support under
Grant DMR0804984, DMR0805064, and DMRO0502551
awarded by the National Science Foundation. The govern-
ment has certain rights in the invention.

FIELD OF THE INVENTION

The invention relates porous polycrystalline magnetic
material having struts between nodes of the material which
produce large reversible strain in response to an actuating
magnetic field.

RELATED ART

Magnetic shape-memory alloys (MSMAs) have emerged
into a new field of active materials enabling fast large-strain
actuators. MSMA with twinned martensite tend to deform
upon the application of a magnetic field. The magnetic-field-
induced deformation can be reversible (magnetoelasticity) or
irreversible (magnetoplasticity) after removal of the magnetic
field. After first results had been obtained in 1996, magneto-
plasticity has been studied intensively for off-stoichiometric
Ni,MnGa Heusler alloys for which large magnetic-field-in-
duced strains result from a large spontaneous strain in com-
bination with a large magnetic anisotropy constant and high
magnetic and martensitic transformation temperatures. The
magnetoplastic effect is related to the magnetic-field-induced
displacement of twin boundaries. On the microscopic scale, a
twin boundary moves by the motion of twinning dislocations,
a process which can be triggered by a magnetic force on the
dislocation. In monocrystalline Ni,MnGa, the cooperative
motion of twinning dislocations finally leads to a strain of up
to 10%, depending on martensite structure, and crystal orien-
tation and quality.

Large magnetic-field-induced strains have so far been mea-
sured for magnetic shape-memory alloy single crystals.
Growth of single crystals is difficult (in terms of maintaining
alloy purity) and slow, and thus expensive. When growing
alloy single-crystals, segregation can often not be avoided
and is particularly strong for Ni—Mn—Ga. Segregation is
adding to the difficulty of growing reproducibly the single
crystals with identical composition and crystal structure,
which depends strongly on composition. Segregation can be
avoided through quenching which however leads to a poly-
crystalline microstructure. It is, thus, for various reasons
desirable to obtain MSMAs in polycrystalline form. Several
attempts have been made to demonstrate magnetic-field-in-
duced deformation in polycrystalline MSMA. Magnetic-
field-induced strains of 1.4x10™* (0.014%) are considered
“relatively large”. Efforts were undertaken to improve the
strain by producing severely textured alloys. Based on mag-
netic results, it was assumed that magnetic-field-induced twin
boundary motion takes place in thin ribbons. However, strain
measurements for this work revealed a total strain of only
2x107° (0.002%).
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2

Larger magnetic-field-induced strains (in the order of 0.01
or 1%) were reported for experiments where a magnetic field
was applied during the martensitic phase transformation or
when the sample was pre-stressed. These are valuable results
and potentially important for certain applications. One of the
main advantages of magnetoplasticity, however, is the inde-
pendence of temperature and applied stress. Unlike the shape
memory effect which makes use of temperature as an actuat-
ing parameter, magnetoplasticity takes place at constant tem-
perature and therefore is fast.

No significant magnetic-field-induced deformation has
been obtained so far for polycrystalline MSMA. The hin-
drance of magnetoplasticity in polycrystalline MSMAs is
related to the micromechanism of magnetoplasticity, i.e. the
motion of twinning dislocations (or disconnections) which is
impeded by interfaces including twin boundaries and grain
boundaries. Grain-boundary hardening is an efficient
strengthening mechanism in metals and, therefore, sup-
presses also twin boundary motion in MSMAs. One strategy
of the present inventors for improving magnetoplasticity has
been to remove some of the grain boundaries and replace
them by voids, for example, bulk alloys are replaced by alloy
“foams”. Further improvement in magnetoplasticity has been
achieved by the present inventors by producing alloy foams
with bimodal pore size distribution.

SUMMARY OF THE INVENTION

A construct of magneto-mechanically active material
including magnetic shape-memory alloys is proposed that
enables large magnetic-field-induced strains (MFIS) without
the requirement of single crystals. The construct comprises a
polycrystalline composite of pores, struts and nodes. The
struts connect nodes of the material in three dimensions to
create a collection of pores, or cages. The pores may be open
or closed, as in open-cell and closed cell foams, for example.
Special adaptations in pore structure of the preferred materi-
als are believed to reduce constraints by grain boundaries that
would otherwise inhibit twin boundary motion.

The struts may be monocrystalline or polycrystalline. Pref-
erably, if any strut is monocrystalline, a twin boundary
extends transversely across the entire strut. Preferably, if any
strut is polycrystalline, it has a “bamboo” grain structure,
which means that the grain boundaries traverse the entire
width of the strut, and no grain boundary is parallel to the
longitudinal axis of the strut. This way, in the preferred
embodiments, grain boundary interference that suppresses
twin boundary motion is minimized.

A strut may be long and thin, or it may also be as wide as it
is long. In this latter case, the strut may be more accurately
referred to as a “wall” between nodes. The preferred grain
structure and free surfaces of the struts enable a strong strain
response of the struts to an actuating magnetic field.

Materials of the present invention are preferably produced
with a space holder technique known as replication. Accord-
ing to this preferred technique, dissolvable ceramics and salts
including NaAlQ, are infiltrated into a molten alloy to create
spaces of ceramic/salt within the alloy which are dissolved
out after the alloy has cooled to solid, leaving pores in the
alloy. However, it is also contemplated by the inventors that
other techniques for creating void spaces in the solid mag-
netic material may be used. For example, straight or jumbled
bundles of fibers of the magnetic material may be fixed by
sintering to create the requisite porosity. Also for example,
chips or particulate bits of the magnetic material may be fixed
by sintering to create the requisite porosity. Other conven-
tional techniques may also be used.
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Inan especially-preferred embodiment, materials are made
according to the space holder technique, or other techniques,
which feature a pore size distribution having more than a
single size range of pores. Preferably, in addition to large
pores, pores smaller than the grain size are introduced to
further reduce constraints on twin boundary motion and dra-
matically increase MFIS.

The magnetic shape-memory alloy foams may be benefi-
cial in actuator, sensor, and active micro-damping applica-
tions, due to combined features of long stroke, fast response,
and light weight. They may be beneficial, for example, as fast
actuators with long stroke and high precision (e.g. for engine
valves and ultra fast high precision scanners and printers); as
long stroke, low force, light-weight, fast-response actuators
for aeronautic and space applications; and as energy-harvest-
ing devices. Beyond their uses as actuators and sensors, these
open-porosity foams allow fluid flow, making them poten-
tially useful as micro-pumps (with the fluid being squeezed
directly by the foam deformation), micro-valves, and magne-
tocaloric materials (where the high surface to volume ratio of
the foam enhances heat exchanges through a fluid).

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 is a photograph of a Ni—Mn—Ga specimen after
infiltration of a NaAlO, powder preform according to an
embodiment of the invention.

FIG. 2 is a photomicrograph of a polished cross-section of
Ni—Mn—Ga foams according to one group of embodiments
of the invention featuring large pore size, wherein FIG. 2a is
after etching for 17 hours, and FIG. 24 is after etching for 41
hours.

FIG. 3 is a photomicrograph of foam microstructure from
FIG. 2(b), above, after etching, with arrows indicating grain
boundaries.

FIG. 4 illustrates a twin structure in a strut according to an
embodiment such as that in FIG. 2(b) recorded with an
atomic-force microscope (AFM), wherein the FIG. 4a height-
image reveals two twin variants, and FIG. 45 illustrates a
surface profile indicating a twin thickness of approximately 2
pm.
FIG. 5 is a graph of magnetic-field induced strain (MFIS)
as a function of magnetic field direction for the sample from
FIG. 2(b), above.

FIG. 6 is a graph of magnetic-field induced strain (MFIS)
as a function of magneto-mechanical cycle number for four
(4) Ni—Mn—Ga foam samples according to large-pore
embodiments of the invention.

FIG. 7 includes a schematic, depiction (FIG. 7A) of a
cross-section view of A large-pore alloy foam according to
large-pore embodiments of the present invention, a detail
view (FIG. 7B) of the foam showing two nodes (N) which are
connected by one strut (S), and a closer-up detail view (FIG.
7C) of the strut (S) showing three (3) grains (G1, G2 and G3)
separated by grain boundaries (GB).

FIG. 8 provides a schematic comparison of a strut (FIG.
8A) containing three grains (1, 2, 3) with a “bamboo” struc-
ture according to an embodiment of the invention, and a
single crystal (FIG. 8B) in an MFIS experiment with single
crystal (1) pushing against a test fixture (2 and 3).

FIG. 9 is a schematic comparison of polycrystals plasticity
(FIG. 9A) and twinning in nodes (FIG. 9B).

FIG. 10 is a graph depicting theoretical dependence of
strain on porosity for embodiments of the invention where
€,...—1—c/a is the crystallographic limit. The diamond and
square symbols present current large-pore embodiment
results.
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FIGS. 11a and b portray pore architecture of examples in
two groups of embodiments, a single pore size (single range
of'pore size) embodiments and a dual pore size (two different
ranges of pore size) embodiments. FIGS. 11a and b are opti-
cal micrographs of polished cross-sections of Ni—Mn—Ga
foams, wherein FIG. 11a shows foam with a single range of
large pores made with 355-500 um NaAlO, powders, and
FIG. 115 shows foam with dual ranges, of both large pores
and small pores, made with coarse (500-600 pm) and fine
(75-90 um) NaAlO, powders.

FIGS. 12a and b are SEM micrographs of cut and etches
surface of Ni—Mn—Ga foams showing the three-dimen-
sional structure and connectivity of pores, wherein FIG. 12a
is a micrograph of single pore size foam and FIG. 1254 is a
micrograph of dual pore foam portraying the two types of
pores.

FIGS. 13a and b portray a polished cross-section of
Ni—Mn—Ga foam with dual pore size, such as in FIGS. 11B
and 12B. FIG. 13aq is an optical micrograph at low magnifi-
cation showing the small and large pores (black) within the
Ni—Mn—Ga alloy (white). FIG. 135 is an optical micro-
graph of twins (colored bands made visible by cross-polar-
ization), extending entirely from pores to pores (white).

FIG. 14 is an optical micrograph of polished cross-section
of'porous Ni—Mn—Ga billet in the immediate vicinity of the
foam tested magneto-mechanically. Cross-polarization pro-
vides color contrast for twins, which are extending from pore
to pore (dark gray).

FIGS. 15a-¢ show scanning electron micrographs of
Ni—Mn—Ga foam with bimodal pore size distribution. FIG.
15a is at low magnification view showing small pores (A),
and large pores (B). FIG. 155 is at higher magnification view
of'small pores (A) located in regions between large pores (B).
FIG. 15¢ is at highest magnification image showing details of
small pores and small struts.

FIG. 16 illustrates VSM measurements of magnetization as
a function of temperature during the martensite-austenite
phase transformation of the foam. The graph shows the mag-
netization curve with an applied magnetic field of 0.028 T
revealing the martensite, austenite and magnetic transforma-
tion temperatures.

FIG. 17 is a plot of MFIS vs. magneto-mechanical cycles
for the first series of tests at room temperature (~16° C.), with
insert showing the first 20 cycles. After the initial test up to
161,000 cycles with MFIS of 2.0-3.6%, the foam was
unmounted, inspected and remounted. The subsequent MFIS
was low, so the foam was subjected to thermo-magnetic train-
ing before additional magneto-mechanical testing with MFIS
0f'1.4-2.1% up to 244,000 cycles.

FIG. 18a-c portrays MFIS measurement during the second
series of tests, when the foam was thermally cycled ten times
between its martensite and austenite phases. FIGS. 184 and
185 are plots of MFIS vs. temperature for the thermal cycles
(a) 1-4 and (b) 5-10, with filled symbols for heating and
hollow symbols for cooling. FIG. 18¢ is a plot of the highest
MFIS (just before and just after each phase transformation)
vs. cycle number. (FIG. 19A shows details for the first 3
cycles of FIG. 18.) The dashed vertical lines indicate
unmounted and remounting of the foam during interruptions
of the thermal cycling.

FIGS. 194 and 195 portrays MFIS recorded during thermal
cycling. FIG. 194 shows MFIS vs. magnetic field orientation
during single magnetic cycles (numbers correspond to the
thermal cycle, with superscripts “start” and “finish” referring
to the strain before austenite start upon heating and after
martensite finish upon cooling). FIG. 1956 shows MFIS vs.
magnetic cycle number during heating from the martensite
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phase to the austenite phase (third temperature cycle). The
two gaps in the graph are required to accommodate data
acquisition. During this time, the magnetic field continues
rotating and the temperature continues increasing.

FIG. 20 is a schematic illustrating the variation of MFIS
and lattice orientation during phase transformation of indi-
vidual, unconstrained monocrystalline struts with different
orientations with respect to the measurement direction (z).
The angle between the crystallographic ¢ direction and the
sample z axis is a.. The angle between the crystallographic ¢
direction and the sample z axis is o.. The average strains in the
z direction from a collection of grains with random orienta-
tion is given by the product of the theoretical lattice strain €
and cos (o), averaged over all three Euler angles between 0
and m/4.

FIG. 21 is a schematic of the magneto-mechanical experi-
ment. The foam (1) is glued to the sliding head (2) and holder
(3). The sample holder is bolted to a tube (4), which is placed
in the rotating field (field axis shown). A 1id (5) is enclosing
the foam. With the ceramic pushing rod (6) and a redirection
mechanism (7), the displacement of the foam in its z direction
is transformed to motion in the x direction which is measured
outside the magnetic field with a Heidenhain extensometers
type MT1281. A tube (8) is used to direct heated and cooled
air onto the lid. The thermocouple (9) measures the tempera-
ture on the foam surface. The dash-dotted line marks the
rotation axis of the magnetic field. The magnetic field vector
is oriented perpendicular to the rotation axis.

FIG. 22 schematically illustrate procedures for thermo-
magneto-mechanical experiments, for studying the depen-
dence of MFIS on porosity, comprising repeated thermal
mechanical cycling, etching, and porosity testing.

FIG. 23 shows MFIS vs porosity data for three different
bimodal pore distribution alloy foam samples.

FIG. 24 illustrates a sample-tree of K6-S with MFIS results
for one full revolution of the magnetic field.

FIGS. 25a-c portray MFIS and structural results for heat-
ing-cooling cycles performed with a foam at 71% porosity
(FIG. 25a) and 72.3% porosity (FIG. 25b). After cycling
(FIG. 25c¢), cracks were found in the struts.

FIG. 26 is a schematic portrayal showing how etching of
space-holding of particles in the large size range allows
access to particles in the small size range, for access of those
small particles for etching, to create both large pores and
small pores of an alloy foam.

DETAILED DESCRIPTION OF PREFERRED
EMBODIMENTS

Referring to the Figures, there are shown several, but not
the only, embodiments of the invented porous structure exhib-
iting large magnetic-field-induced deformation, and several,
but not the only, methods for making and using said porous
structure. FIGS. 1-10 focus mainly on single-pore-size dis-
tribution embodiments of the invention, wherein the single-
size pores are large pores. FIGS. 11-26 focus mainly on
embodiments of the invention that comprise more than one
size of pores, specifically in these examples, two sizes of
pores (large and small), and on comparisons between the
single-pore-size and multiple-pore-size embodiments.
Large-Pore, Single-Pore-Size Embodiments

Ni,MnGa replicated foams with open-cell porous structure
were processed by the replication technique where a metallic
melt is cast into a bed of space-holder materials that is leached
out after solidification of the melt, resulting in open porosity
replicating the structure of the space-holder. This method
allows the creation of foams with fully-dense struts without
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macroscopic distortions. This method necessitates the selec-
tion of a space-holder with higher melting point than the alloy,
very low reactivity with the melt and good removal ability.
This technique has been used for low-melting alloys such as
aluminum (typically using NaCl with a 801° C. melting point
as space-holder) and has been recently demonstrated for
foams created with higher melting alloys based on zirconium
(using BaF, as space-holder) or nickel (using NaAlO,). In the
present work, the processing follows the general procedures
described in BoonyongmaneeratY, Chmielus M, Dunard D C,
Miillner P, Physical Review Letters 2007: 99: 247201—in-
corporated herein by reference.

A Nigo (Mn,Ga,, , (numbers indicate atomic percent)
polycrystalline ingot was produced by vacuum casting of the
elements Ni, Mn, and Ga. The material exhibits solidus and
liquidus temperatures of ~1110° C. and ~1130° C., respec-
tively. For the space-holder, NaAlO, powders with a size
range of 355-500 um were used, which were produced by
cold pressing NaAlO, supplied by Alfa Aesar (Ward Hill,
Mass.), sintering at 1500° C. for 1 hour in air, crushing and
sieving. These sieved NaAlO, powders were then poured in a
cylindrical alumina crucible with inner diameter 9.5 mm and
sintered in air at 1500° C. for 3 hours to achieve a modest
degree of bonding between the particles. Subsequently, an
alumina spacer disc and the Ni,MnGa ingot were inserted
into the crucible containing the sintered NaAlO, particles.

The crucible was heated to 1200° C. with a heating rate of
7° C./min, and maintained at this temperature for 15 minutes
under high vacuum to insure full melting of the alloy. The
melt was then infiltrated into the NaAlO, preform by apply-
ing a 80 kPa (800 mbar) pressure of 99.999% pure argon.
After 3 minutes of infiltration, the system was furnace cooled
under argon pressure. The total mass of preform (space holder
material) and alloy was measured before and after infiltration.
The weight loss was less than 0.4%. This corresponds to a
maximum deviation of the final concentration compared to
the ingot concentration of 0.4 atomic percent for each ele-
ment. The as-cast specimen was removed from the crucible,
cut into small discs with height and diameter of 3 mm and 9
mm, respectively, so that the infiltrated space-holder particles
were fully exposed to the surfaces. Two specimens (A and B)
were then submerged into an ultrasonically-agitated 10%
HCI solution bath for 17 and 41 hours, respectively, to dis-
solve the space-holder.

The density of the two foams A and B was determined by
helium pycnometry. Additional specimens were mounted and
polished, and their microstructures were examined under
optical microscopes. To observe twin relief and grain struc-
tures, the specimens were (i) heat-treated at 150° C. followed
by cooling to room temperature and (ii) etched with nitric acid
solution.

Four samples were prepared with the shape of a parallel-
epiped. The sizes were approximately 6x3x2 mm>. The
samples were subjected to a stepwise heat treatment (1000°
C./1 h, 725° C./2 h, 700° C./10 h, 500° C./20 h) to homog-
enize at 1000° C. and to form the [.2, order at temperatures
between 725 and 500° C. For optical characterization, the
samples were polished and etched in a solution of 30 vol.-%
nitric acid (65% concentrated) in 70 vol.-% methanol.

Cyclic magneto-mechanical experiments were performed
using a test set-up with a rotating magnetic field. Experimen-
tal details are given in Miillner P, Chernenko V A, Kostorz G,
J Appl Phys 2004:95:1531—incorporated herein by refer-
ence. The sample was glued with its smallest face to a sample
holder. A magnetic field of 0.97 T was rotated with up to
12,000 turns per minute. The rotation axis was perpendicular
to the magnetic field direction. The sample was mounted to
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the sample holder such that the shortest edge of the sample
was parallel to the rotation axis and the plane within which the
magnetic field rotated was parallel to the largest face of the
sample. The length of the longest edge of the sample was
recorded as a function of field direction. For one full field
rotation, magnetic shape-memory alloys expand and contract
twice. One full turn of the magnetic field constitutes two
magneto-mechanical cycles. The precision of the strain mea-
surement on a 6 mm long sample is 2x10~> which corre-
sponds to a relative error of 2% for a strain of 107>, The
precision of the displacement includes noise and bending due
to magnetic torque.

Molten Ni,MnGa appeared to adequately wet both alu-
mina crucible and NaAlO, particles without the presence of
any adverse reaction, resulting in good infiltration of the alloy
into the preform. As shown in FIG. 1, the as-cast specimen is
composed of the metal-ceramic composite section at the bot-
tom (left) and excess metal portion at the top (right). FIG. 1is
a photograph of a Ni—Mn—Ga specimen after infiltration
according to an embodiment of the invention. The left part
consists of a composite of space-holder ceramic and
Ni—Mn—Ga foam while the right part is excess Ni—Mn—
Ga alloy without spaceholder.

With the measured density of the Ni,MnGa—NaAlO,
composite of 5.7 g/cm® and the NaAlO, packing fraction of
36%, it is determined that the volume fraction of the metal and
pore in the composite are 58% and 6%, respectively. Such low
porosity value indicates that Ni,MnGa almost fully-infil-
trated into the preform. The NaAlO, space-holder can be
leached with 10% HCI solution fairly well, even though a
thin, dark corrosive layer developed on the metal surfaces.
Table 1 summarizes the final volume fractions of the materi-
als in specimen sets A and B.

TABLE 1

Percent volume fraction of foam specimens following the
dissolution treatments for 17 hours (A) and 41 hours (B).

Pct. Volume Fraction

Sample Metal Placeholder Pore
A 36 9 55
B 24 0 76

In set A, where specimens were submerged in the acidic
solution for a shorter time, the dissolution of the preform was
not fully completed, leaving 9% of NaAlO, residue within the
structure. Nevertheless, it is observed that porosity of 55% is
already much higher than anticipated based on the space-
holder density (42%), and this is because Ni,MnGa was con-
currently dissolved in the acid, albeit at relatively slow rate
compared to the ceramic. For specimens of set B, leaching of
the space-holder is nearly complete and metal dissolution was
also quite extensive, resulting in a porosity of 76%.

FIGS. 2a and 26 show the microstructure of specimens A
and B. FIGS. 2a and b are photomicrographs of a polished
cross-section of Ni—Mn—Ga foam according to an embodi-
ment of the invention after etching for 17 hours (FIG. 2a), and
after etching for 41 hours (FIG. 25). In FIG. 2a, most of the
struts (light in this figure) are intact, the pores (dark in this
figure) have the size of the former space-holder grains and the
porosity is 55%. In FIG. 26, which was subjected to a longer
dissolution treatment, nodes and struts are thinner. In FIG. 25,
many struts are dissolved, the average pore size is larger than
the size of the former space-holder grains and the porosity is
76%. Arrows mark truncated struts in FIG. 25. In general, the
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architecture of the replicated foams can be described by
nodes which are connected by relatively thin struts for a more
open structure, or relatively thick walls for a more closed
structure. Furthermore, nodes, walls and struts appear to be
fully-dense, as expected for materials processed by casting.

The microstructure of the specimen B at room temperature
after the heat treatment at 150° C. is presented in FIG. 3. FIG.
3 is a photomicrograph of foam microstructure according to
an embodiment of the invention. Arrows mark some grain
boundaries which expand across an entire strut. The grain
boundaries subdivide the bamboo-like-structure of the struts,
in that individual grain boundaries extending across the entire
strut may be likened to “joints” in an elongated bamboo pole.
Twins are visible in several grains, and are a signature of the
martensitic phase. Grain boundaries (arrows) and twin
boundaries are exposed. There are no grain boundary triple
junctions, and no grain boundaries, along the longitudinal
axis of struts. The grains are approximately equiaxed or
globular, i.e. their length along the struts is similar to the strut
diameter.

The twin structure appears more clearly as typical surface
relief in an atomic force microscopy image (FIG. 4). Two
twinning systems are visible in FIG. 4a with a twin thickness
of a few micrometers. In FIG. 4A, the height-image reveals
two twin variants T1 and T2 as indicated with black arrows. In
FIG. 4b, the surface profile corresponding to the white/light
box in FIG. 4a indicates a twin thickness of approximately 2
um. The presence of twin relief patterns indicates that the
martensitic transformation occurs above room temperature
following the fabrication of the alloy foam.

FIG. 5 displays results of the magneto-mechanical experi-
ments with rotating magnetic field. FIG. 5 is a graph of
magnetic-field induced strain (MFIS) of the sample from
FIG. 2(b), plotted as a function of field direction. During one
full rotation of the magnetic field, the sample expands and
shrinks twice. In the first cycle (solid line), the strain is close
to 0.1%. After 100,000 cycles (dashed line), the strain-angle
profile changed slightly; the strain is exceeding 0.11%.

A comparison of the results of magneto-mechanical
experiments of samples A1, A2, B1, and B2 is shown in FIG.
6. FIG. 6 is a graph of magnetic-field induced strain (MFIS) as
a function of magneto-mechanical cycle number for embodi-
ments of the invention. The samples with 55% porosity (A)
have very small MFIS when not trained, heated and cooled
with a magnetic load applied (A2) and more significant strain
at the beginning when trained (A1). MFIS decays quickly for
Al. Samples with 76% porosity (B) have larger MFIS, which
stays constant over many magneto-mechanical cycles. The
MEFIS of A2 which did not undergo a thermo-magnetic treat-
ment was 0.002% which is at the detection limit of the instru-
ment. The sample A1, which underwent a thermo-magnetic
treatment, displayed a MFIS of 0.06% during the first ten
revolutions of the magnetic field. With increasing number of
field revolutions, the MFIS decreased to about 0.01% after
1000 revolutions. The MFIS was largest for B2 (i.e. the
sample with high porosity and without thermo-magnetic
treatment). At the onset of magneto-mechanical actuation, the
MFIS starts at a value 0f 0.097%, increases to a maximum of
0.11% where it stabilizes for nearly 1000 magneto-mechani-
cal cycles and varies thereafter in the range between 0.08%
and 0.115%. The MFIS of sample B1 is nearly constant
0.04% over up to one million magneto-mechanical cycles.

FIGS. 7A, B and C are schematic depictions of cross-
section view (FIG. 7A) of one metal alloy foam of the present
invention, and a detail view (FIG. 7B) of the foam showing
two nodes (N) which are connected by one strut (S), and a
closer-up detail view (FIG. 7C) ofthe strut (S). The transverse
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lines across the strut (S) marked with arrows are grain bound-
aries (GB) separating grains G1, G2 and G3. Such grain
boundaries are also visible in FIG. 3, discussed above
(marked also with arrows there). Grain boundaries are made
visible through etching.

FIGS. 8A and B provide a schematic comparison of a strut
(FIG. 8A) according to an embodiment of the invention and a
single crystal as is would perform in an experiment (FI1G. 8B).
In the “bamboo” microstructure, the grain boundaries of
grains 2 and 3 with grain 1 impose similar constraints on grain
1 as the contact areas of sample holder (2) and sled (3) with
sample (1) do in single crystal experiments (FIG. 8B). There-
fore, individual grains in the polycrystalline struts have prop-
erties similar to single crystals rather than polycrystals. The
optical analysis of the struts reveals a bamboo-like grain
microstructure (FIG. 8a). Thus, polycrystalline struts can be
viewed as a linear assembly of single crystals. In experiments
with a rotating magnetic field, crystals with an aspect ratio of
about 2 to 2.5 are glued on two faces to the sample holder and
the sled (see FIG. 85). Sample holder and sled impose con-
straints to the single crystal similar to the neighboring grains
(number 2 and 3 in FIG. 8a) on an intermediate grain (number
1 in FIG. 8a). When single crystals are subjected to a rotating
magnetic field, cyclical strains of up to 10% are measured.
This strain level represents the theoretical limit €, ,,=1-c/
a=0.1 given by the ratio of the lattice parameters a and c. Thus,
the constraints in the single crystal experiments which corre-
spond to the constraints in the bamboo-structures of the struts
do not significantly affect the MFIS. This implies that an
isolated strut may deform freely. The strain would be reduced
only due to the different orientation of individual grains. The
effect of orientation distribution is discussed below.

FIGS. 9A and B provide a schematic comparison of poly-
crystals plasticity (FIG. 9A) and twinning in nodes (FIG. 9B).
In polycrystals, dislocations form pile-ups which produce a
back-stress on dislocation sources causing significant hard-
ening. For twinning in ‘polycrystalline nodes’, pile-ups of
twinning dislocations suppress significant deformation. In
polycrystals with individual grains fully embedded in a
matrix of other grains, grain boundaries cause significant
hardening. This hardening is due to the formation of disloca-
tion pile-ups at grain boundaries, which cause a back stress on
the dislocation sources (FIG. 9B). Magnetoplasticity is car-
ried by twinning dislocations (more precisely twinning dis-
connections). The back-stress of dislocations piling up in
polycrystals quickly increases the magneto-stress, which
amounts to only a few MPa. Therefore, magnetoplasticity is
suppressed to a large extend in polycrystals. A node in foam
typically connects four struts. The grains of the struts meeting
atthe node make a grain structure similar to a grain embedded
in a polycrystalline material (FIG. 9B). Therefore, nodes are
constrained similarly as polycrystals and may not display
magnetoplasticity.

If nodes and struts were connected in a simple serial chain,
the total strain would follow a Wile of mixture, i.e. the struts
would deform to the fullest and the nodes would not change
their shape. Foams form three dimensional networks of struts
which impose more constraints than present in a simple serial
chain. The rule of mixture, therefore, provides an upper limit
for MFIS. Assuming foam with a regular cubic structure, strut
diameter d and cell size L=fd, porosity p, volume fraction e of
struts (compared to total solid volume) and the geometry
parameter f are related through
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While all nodes are effective in suppressing deformation,
only the component of the struts parallel to the direction along
which the strain is detected effectively contribute to the
experimental strain. When assuming that the strain is mea-
sured along one of the cube directions of the cubic model
foam, one third of the struts contribute to deformation. The
fraction & of solid material which contributes to deformation
then is

el3
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For single crystal experiments, strain is measured in <100>
direction while the magnetic field is rotated in the {001}
plane. With this geometry, the theoretical limite,, ,, is achiev-
able. For polycrystalline foam, grains are oriented arbitrarily.
Irrespective of orientation, any grain will be subjected to the
magnetic-field-induced rearrangement of twin-variants.
However, the strain depends on crystal orientation. For rota-
tion in the {001} plane, the strain in a direction inclined by ¢
to the <100> direction can be approximated as €,,,, cos ¢.
Assuming also a cosine dependence of the strain on the incli-
nation 8 of the {001} plane with respect to the plane of
rotation, the average strain of individual grains is

‘gmax

2

®

(&) = {cosp){cosOemax =

Equations (1) and (2) can be numerically evaluated and
multiplied with the average strain given in equation (3) to
yield the expectation value of the strain as a function of
porosity.

Relation (3) is displayed in FIG. 10. Without porosity (0
porosity, or 0% porosity), the entire sample is made of “node-
material” for which magnetic-field induced strain is zero.
With increasing porosity, the MFIS increases quickly at the
beginning, more slowly for intermediate porosity, and again
more quickly as the porosity approaches 100%. (1.0 on x axis
in FIG. 10). The limit of the relative strain for large porosity
is controlled by the texture, in the present assumptions, the
maximum value for randomly textured foam is 0.5.

The experimental results are indicated with an open dia-
mond for the sample with lower porosity (55% porosity,
0.002% MFIS, e/e,,,,=0.0002) and a solid square for the
sample with higher porosity (76% porosity, 0.11% MFIS,
ele,, . =0.011). While the trend of increasing strain with
increasing porosity is following the model, there is a clear
numerical discrepancy between experiment and model. The
model predicts a strain roughly thirty times the experimental
finding for the sample with 76% porosity.

The model assumes that the strain is proportional to the
fraction of struts parallel to the direction of strain measure-
ment. This is a good approximation for foam with all struts
connected ‘in series’. In such a case, there is no mutual
interaction between struts. In reality, however, struts form a
network. Some of the struts are linked ‘in parallel’. For very
large amounts of porosity (p=~1 and £>>>1, i.e. when thin struts
are spaced at large distance), there is little sterical hindrance
and the effect of texture is still well described with a rule of
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mixture. For smaller amounts of porosity, however, sterical
hindrance will reduce the strain significantly. For porosity
55% and 76%, the value of fis 2.4 and 3.1. Thus, the cell
diameter is about three times the strut thickness, which is in
good agreement with FIG. 1. Values of 2.4 and 3.1 may be too
low to justify no sterical hindrance. In a zero-order attempt to
account for sterical hindrance, one may assume that the
potential to deform according to the rule of mixture is pro-
portional to the porosity which modifies Eq. 3 to

€ i TPTE>

Q)

Eq. 4 is displayed in FIG. 10 with a dashed line. FIG. 9 is
a graph depicting theoretical dependence of strain on porosity
for embodiments of the invention where €, , =1-c/a is the
crystallographic limit. The solid line assumes no steric hin-
drance whereas the dashed line assumes a steric hindrance
leading to a strain proportional to the porosity (Eq. 4). The
symbols indicate experimental results for porosities 55%
(open diamond) and 76% (solid square). The strain is reduced
but not as severely as found in the experiments. Thus, sterical
hindrance is stronger than reflected by Eq. 4 or/and there are
further obstructions.

The model assumes perfect pores, i.e. pores which are
completely empty and the surfaces of struts are clean. How-
ever, some pores of sample A are partially or completely filled
with space-holder material. Struts which are connected with
space-holder material are constrained similar to nodes and
grains in polycrystals. Thus, these struts do not deform upon
the application of a magnetic field and lead to a reduction off
and an increase of steric hindrance. Steric hindrance and
residues of space-holder may be sufficient to significantly
reduce the magnetic-field-induced deformation. Both steric
hindrance and residues may be reduced e.g. by increasing the
etching time or choosing a different processing route. There-
fore, it is likely that much larger MFIS will be achieved
through optimizing of process parameters. For randomly tex-
tured polycrystalline foam, roughly 50% of the theoretical
limit may be reached which amounts to an absolute strain of
5% in Ni—Mn—Ga with 14M (orthorhombic) structure.

The instant invention is unique regarding the combination
of actuator properties. Magnetic shape-memory alloy foams
combine large stroke, fast response, and light weight. Other
materials might be faster but exhibit a much smaller strain
(e.g. piezo ceramics) or they might exhibit larger strain but are
much slower (e.g. hydraulics and thermally actuated shape-
memory alloys including Nitinol). Some examples for uses of
the foams according to the present invention are:

(1) Drug delivery systems where the drug is captured in the
pores of the MSMA foam. The drug delivery system may be
directed to a specific site using a low magnetic field. The drug
may be released e.g. through (possible repeated) application
of a stronger magnetic field which might be pulsed.

(i1) Micro-pump where the shape change of the pores is
used to generate a variation of gas pressure.

(iii) Micro-valve for gas or liquid. The valve may be con-
trolled through a variable magnetic field.

(iv) Active micro-damping device. The vibrations of a
small system may be actively damped using the MSMA foam
as a transducer element in combination with a suitable sensor
and controller.

(v) Large-stroke, low force, small-weight, fast-response
actuator for aeronautic and space applications. Due to the
absence of gravity, actuators do not need to work against large
loads. However, space applications require low weight and
large stroke. Magnetic shape-memory alloys produce the
largest stroke among all transducer materials and are in the
form of foam particularly useful for space applications.
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The only material type with properties similar to the large-
pore embodiments described herein regarding strain and
speed known to the instant inventors is bulk single crystalline
MSMA. Bulk single crystals, however, are much heavier than
MSMA polycrystalline foam. Furthermore, bulk single crys-
tals require delicate, slow, and expensive processing. Process-
ing of MSMA polycrystalline foam is faster, cheaper, and
more flexible regarding processing parameters.
Multiple-Pore-Size Distribution Foam

As discussed above, very high MFIS (up to 10%) displayed
by bulk monocrystalline Ni—Mn—=Ga alloys is a true plastic
strain produced by twin-boundary motion, which can be
recovered by reverse twin motion through reorientation of the
applied magnetic field and alternatively by mechanical com-
pressive loading in a perpendicular direction. Fully recover-
able MFIS over >10° magneto-mechanical cycles (MMC) has
been reported for monocrystalline bulk Ni—Mn—Ga, with
high actuation speed in the kHz regime being limited by eddy
currents and inertia. Very large MFIS have previously only
been achieved for single crystals. Due to constraints imposed
by grain boundaries, the MFIS is near zero in randomly
textured, fine-grained, polycrystalline Ni—Mn—Ga. To
reduce these constraints and increase MFIS, coarse-grained,
highly-textured, polycrystalline Ni—Mn—Ga has been pro-
duced by directional solidification and annealing. Though
these materials did not deform directly when exposed to a
magnetic field, they displayed a MFIS recovery of 1% after
mechanical training, and a similar strain when magnetic
actuation was combined with acoustic excitation.

The inventors’ introduction of porosity in Ni—Mn—Ga
according to embodiments of the invention is a very different
approach for reducing constraints imposed by grain bound-
aries, while maintaining the ease of processing associated
with casting polycrystalline Ni—Mn—Ga. Large pore, 76%
open porosity, Ni—Mn—Ga foams (see Large-Pore, Single
Pore Size Distribution Embodiments section above) exhib-
ited MFIS as high as 0.12%, which are fully reversible over 30
million cycles. The architecture of these foams has been
described above as a construct of struts linked together at
nodes, wherein annealing insured that the bamboo grain
structure developed, with each strut containing a few (or even
a single) large “bamboo grains” spanning the full width of the
struts. With this microstructure, each strut behaves like a
single crystal with high MFIS. However, the struts are con-
strained by the nodes, which are polycrystalline and thus
show near-zero MFIS. With a different pore distribution, the
inventors address the issue of constraint by introducing fine
(small) porosity within the nodes connecting the struts sur-
rounding coarse (large) pores.

While the large-pore alloy foams may be said to exhibit
large magnetic-field-induced strain (MFIS), additional
embodiments of alloy foam and methods have been devel-
oped that may be said to exhibit giant MFIS. This giant MFIS
is believed to result from the foam having a specially-adapted
pore size distribution comprising more than one pore size,
and preferably, both large pores and small pores, rather than
the mono-modal pore size distribution of the large-pore
embodiments. While it is currently preferred that two size
ranges of pores be used (a group of large pores and a group of
small pores, hence, “bimodal”), as shown in the following
disclosure, the multi-modal pore distribution for alloy foam
according to the invention may include more than two ranges
of pore sizes, that is, a pore size distribution comprising “at
least two size ranges of pores”.

The especially-preferred embodiments may also be called
“dual pore” embodiments, as opposed to “single pore”
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embodiments, with “dual” and “single” referring to whether
the embodiments have two different size ranges of pores or a
single size range of pores.

It will be understood from this document, by one of average
skill in the art, that each “size” or “size range” of pore in this
context does not refer to a single, exact pore diameter, but a
range of pore diameter/dimensions resulting, for example,
from the size range of space-holding powder particles. For
example, as described in detail below, a powder having par-
ticles in a range of 500-600 pm and a power having particles
in a range of 75-90 um, may be used to form large and small
pores, respectively, and it is understand that there is approxi-
mately a 100 um range, and a 15 pm range, of particles sizes
in each of the two powders, respectively. Thus, the large pores
may be expected to also exhibit approximately this 100 pm
range, and the small pores may be expected to also exhibit
approximately this 15 um range. Still, the large and small
pores may still be described as generally being in “two dif-
ferent sizes” or “two different size ranges” because the two
size ranges (500-600 um vs. 75-90 um, or approximately 550
um vs 82 pm) differ by much more than the 100 um and 15 um
spread in the powder particle sizes.

The preferred small pores may be described as roughly an
order of magnitude smaller than the large pores, or, more
specifically, current preferred small pores are approximately
0.05-0.25 times the size of the large pores, and more prefer-
ably, 0.1-0.2 times the size of the large pores. While there is a
range of pore sizes in each of the preferred “dual” pore size
ranges, as explained above, the “dual” size ranges differ sig-
nificantly and there is preferably no overlap in the size ranges.

FIGS. 114 and b, and FIGS. 124 and b, As shown in FIG.
11a, show to best advantage differences between single pore
and dual pore embodiments of alloy foam. In FIG. 11a, a
single pore embodiment is formed by using 355-550 pm
space-holding powder, and comprises entirely or mainly large
pores generally on the order of the size of the powder used. In
FIG. 115, a dual pore embodiment (“bimodal pore” including
large pores and small pores) is formed by using 500-600 um
space-holder powders for large pores, and 75-90 pm space-
holder powders for small pores, and comprises pores gener-
ally inthose two significantly different size ranges. FIGS. 12a
and b are SEM micrographs of cut and etches surfaces of
Ni—MN—Ga large-pore and bimodal-pore foam, respec-
tively, such as those shown in FIGS. 11a and 4.

The present, bimodal pore foams are produced by the same
replication method, using sodium aluminate powders as tem-
porary place holder, previously developed for foams with
large pore size. A bimodal pore size distribution is used to
allow for rapid and complete removal of the sodium alumi-
nate, which would be very difficult to achieve with a mono-
modal fine porosity. FIG. 13a shows a polished cross-section
of'the foam, with 62% porosity, illustrating the bimodal pore
size distribution (the dark portions being pores). FIG. 135
shows, at higher magnification, the twin structure (dark por-
tions) made visible by polarized light: twins span fully across
individual monocrystalline struts. A further example is given
in FIG. 14. Large pores make, by volume, the majority of the
porosity in the foam and the corresponding nodes contain a
multitude of smaller pores, which create a second population
of' much finer struts and nodes. Single grains contain multiple
small pores and nodes, and twins spanning across entire large
struts ensure the unhindered motion of twin boundaries.

FIGS. 15a-c show scanning electron micrographs (SEM)
of the bimodal pore structure in more detail. These SEM
images are of dual pore foam according to embodiments of
the invention displaying MFIS of up to 8.7% after thermo-
magneto-mechanical training. At lowest magnification (FIG.
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15a), the large pores (called out as letter B) are clearly visible
while the small pores (called out as letter A) are hard to see. At
intermediate magnification (FIG. 154), both pore populations
can be seen. At the highest magnification (FI1G. 15¢), only the
small pores are smaller than the field of view.

Temperature-dependent measurement of magnetization
with a vibrating sample magnetometer revealed the phase
transformation temperatures of the foam to be 30 and 43° C.
for the austenite start and finish temperatures, 35 and 24° C.
for the martensite start and finish temperatures, and 88° C. for
the Curie temperature (FIG. 16). Magnetization measure-
ments during the thermo-magnetic training yielded a satura-
tion magnetization at room temperature of 73 Am*/kg.

A first series of magneto-mechanical experiments was per-
formed at ~16° C. under a rotating magnetic field of 0.97 T
(FIG. 17). In the martensite phase, the foam exhibited an
initial MFIS of 2.1%. This is a factor of twenty larger than
values previously obtained for a polycrystalline foam with
monomodal, large pores. The MFIS increased over the next
2,000 MMC to ~3.4%, stabilizing at this value up to 15,000
MMC, decreasing steadily to 2.0% up to 75,000 MMC and
remaining stable at this value up to 161,000 MMC. The foam
was then removed from the sample holder for visual inspec-
tion, and remounted after its integrity was confirmed. The
subsequent MFIS was below 0.5%, probably because of mis-
oriented twins introduced by handling during demounting
and remounting. The foam was magnetically trained (see
Methods) to eliminate these misoriented twins. The training
was successful, as it re-established a high MFIS value which
remained in the range 1.5-1.9% for an additional 90,000
MMC.

Referring to FIGS. 18a-c, a second series of magneto-
mechanical experiments, specifically phase transformation
and thermo-magneto-mechanical training, was performed
while the dual pore foam was thermally cycled between the
martensite and austenite states, with the MFIS measured in-
situ in the rotating magnetic field with variable temperature.
At room temperature, wherein the sample was in the marten-
site phase, the initial MFIS was 1.4% During the first heating
through the phase transformation, the MFIS remains constant
at 1.4% in the martensite phase, before dropping rapidly to a
near zero value, over a temperature range of 35-41° C. corre-
sponding to the end of the martensite-austenite transforma-
tion. The MFIS drop occurred over a finite temperature range,
probably because of slight temperature gradients within the
foam. On subsequent cooling to room temperature, the MFIS
increases sharply between 22 and 23° C., very close to the M,
temperature, to a value of 2.2%, ending up at a larger value
than before the heating cycle. At the end of this 1°* tempera-
ture cycle, the temperature was rapidly dropped to below
-100° C. At such low temperatures, Ni—Mn—Ga alloys
undergo inter-martensitic transitions. As a result, upon heat-
ing back to room temperature, the MFIS was strongly reduced
10 0.2%. At the end of the second temperature cycle, however,
the MFIS recovered its original value of 2.5%. The MFIS
further increased in the 3 and 4” temperature cycles, reach-
ing an extraordinarily high value of 8.7% at the end of the 4"
cycle, as shown in FIG. 18a. Totally, 10 heating-cooling
cycles were performed where the sample was dismounted and
remounted from the sample holder between the 4” and the 5”
heating-cooling cycles. Before and after the remount, a clear
training effect (i.e. an increase of the MFIS) was observed.

FIG. 19a shows the MFIS during thermal cycling, that is,
magnitude as a function of the magnetic field orientation for
a full field rotation before and after the first and second
heating/cooling cycle, and after the third and fourth heating/
cooling cycle, of FIGS. 18a-c. A detailed view of the MFIS
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evolution upon heating through the transformation tempera-
ture range during the third heating cycle is shown in FIG. 195,
with the high MFIS value of 2.6% in the martensite at 29° C.
decreasing steadily to near zero in the austenite at 35° C. After
the fourth heating/cooling cycle, the foam was unmounted,
inspected, and remounted. During the following six tempera-
ture cycles, the strain-temperature curves are very reproduc-
ible, with a MFIS after cooling of 4.4-5.1% (FIG. 185).

The temperature hysteresis is slightly larger for the first
four heating/cooling cycles (~15 K, see FIG. 184a) compared
to the hysteresis for cycles 6-10 (~10 K, see FIG. 185). Within
each set of cycles, the hysteresis is however very consistent.
The difference between the two sets is likely due to an experi-
mental artifact of the temperature measurement. The thermo-
couple was placed loosely in a large pore and was not soldered
to the foam to prevent heat effects and mechanical constraint.
Itis probable that the thermal contact was better in the second
set of cycles, thus bringing the hysteresis closer to its true
value. Due to the better thermal contact, more details are
resolved in the 5”-107 temperature cycling curves (FIG.
1854), such as a shoulder in the strain-temperature cooling
curve suggesting that the martensite transformation is discon-
tinuous.

For the first four temperature cycles, the strain in the mar-
tensite phase just before the phase transformation on heating
is significantly smaller than the strain just after the inverse
transformation on cooling (FIG. 18¢). The MFIS also
increased from the fifth to the sixth cycle, and then stabilized
to a constant value of 4.4-5.1%, on either cooling or heating.
These results can be explained by a training effect occurring
during the first five thermo-magneto-mechanical cycling
experiments. During cooling through the martensite transfor-
mation, the twin-microstructure changes dynamically in
response to the rotating magnetic field. Twins with an unfa-
vorable orientation (i.e., with their crystallographic ¢ direc-
tion strongly misaligned with respect to the magnetic field
direction) are steadily eliminated and replaced by twins with
their ¢ direction parallel to the direction of the magnetic field.
After multiple austenite-martensite cycles, only highly
mobile twins are left, which have their crystallographic ¢
direction parallel to the plane in which the magnetic field
vector rotates, thus allowing for large MFIS. However, the
elimination of poorly aligned twins by thermo-magneto-me-
chanical training cannot fully explain the extraordinary large
MEFIS values of 8.7% measured at the end of cycle 4. This is
illustrated in FIG. 20, which shows four different alignments
of austenite unit cells (top) (representing four grain orienta-
tions) and their matching martensite unit cells (bottom) with
their ¢ axes aligned to the magnetic field. The strain compo-
nent in the z direction, which is measured during the present
experiments, depends on the misalignment o of the ¢ axis
with respect to the z direction of the foam. Assuming random
texture, the average strain of each isolated, unconstrained
monocrystalline strut is obtained from averaging cos o
between 0 and n/4 over the three Euler angles, which yields
73% of the single crystal theoretical strain, which itself is
given as 1 —c/a (where a and ¢ are the martensite lattice param-
eters).

Taking the value of ¢/a=0.90 for a 14M martensite, only
7.3% would be possible in a texture-free polycrystalline
sample. The largest MFIS of 8.7% measured at the end of
cycle 4 may indicate that (i) the foam is textured, because of
solidification or (ii) geometrical effects, such as plastic hing-
ing of the struts due to a magnetic-field-induced torque, may
be operative. Neutron diffraction experiments are planned in
the near future to clarify these aspects.
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For bulk Ni—Mn—Ga single crystals, it was shown that
ineffectively trained samples can be magneto-mechanically
trained in a setting where the sample is constrained. In this
in-service training, the single crystal adopts a twin-micro-
structure compatible with the applied constraints. The inven-
tors’ results demonstrate that thermo-magneto-mechanical
cycling is an effective in-service training for Ni—Mn—Ga
foams that increases the MFIS even with constraints imposed
by mounting the sample to a holder. This in-service training is
more effective for the foam than for bulk single crystals, a
possible explanation being relaxation of external constraints.
According to the St. Venant principle, the stress field of a
locally-stressed material extends into the material to a dis-
tance which compares to the width of the loaded area. For a
bulk sample, this stress-affected volume extends to about half
the width of the glued (i.e. constrained) face, which is about
1 mm. For foam, the stress-affected zone may be significantly
reduced and limited to a few strut diameters, which is in the
order of 20 pm.

In summary, the inventors have demonstrated that a poly-
crystalline Ni—Mn—Ga foam produced by a simple casting
process exhibits very high MFIS values 0f 2.0-3.5%, as mea-
sured over 244,000 magneto-mechanical cycles. These val-
ues are three orders of magnitude larger than the MFIS of
0.002% exhibited by nonporous, fine-grained Ni—Mn—Ga
(and other magnetic shape-memory alloy) and 10-20 times
larger than the strain produced by the best magnetostrictive
materials, e.g., commercial Terfenol-D with strain of 0.2%.
This dramatic improvement is attributed to a mechanical size
effect, with the foam node size (~20 pm) being smaller than
the grain size, thus allowing the free motion of the twins
responsible for the MFIS. Furthermore, the foam MFIS
increased, upon thermal cycling between the martensite and
austenite phases, to an extraordinarily high value of 8.7%,
similar to that of a well-oriented, bulk Ni—Mn—Ga single
crystals. A stable value of 4.4-5.1% was reached after a few
thermal cycles. These results open the door to the use of
inexpensive, cast, polycrystalline Ni—Mn—Ga foams for
long-stroke actuators with very rapid response rates and
excellent stability over millions of cycles, and for sensors,
magnetic cooling systems, and energy harvesting devices.
Relation Between Foam Architecture, Grain Size, and Bam-
boo Grain Structure

As discussed earlier in this document, the struts formed of
multiple grains may be compared to fibers with a bamboo
microstructure formed of bamboo sections connected at
joints. Grains in which twins span across the entire fiber (the
entire strut) exhibit large (local) MFIS. Other grains, for
which twin boundaries end at grain boundaries (and not at the
surface) don’t deform in a magnetic field. Thus, there are
grain orientations favoring MFIS and others which disfavor
MFIS.

In foam where struts point in different directions, the ori-
entation of the strut also affects the possibility to produce
MEFIS. Assume that the grain size corresponds to the pore size
of'the single pore foam or to the size of the large pores of dual
pore foam. Then, there will be many grains in the single pore
foam for which twins will end at a grain boundary. These
twins are blocked. For the dual pore foam, the same twins
would be separated from the grain boundaries by pores. Thus,
in this case, the twins end at free surfaces and are mobile (as
in single crystals).

A similar argument may be developed for foam with larger
grains where geometrical constraints may cause multiple
twin variants in nodes of large pores/struts. These nodes
would act like single crystals with self-accommodated mar-
tensite which don’t display large MFIS [Chmielus 2008]. The
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small pore population separates twins of such internally con-
straint regions and promote twin boundary motion.

Only for foam with very small grain size, i.e. grains with
the size of the small pores, twin boundary motion may be
suppressed. This is not the case in the present foams. Thus, it
is expected that the twins are more mobile in dual pore foam
than in single pore foam, as found in the experiments.
Effect of Porosity

Repeated thermo-magneto-mechanical experiments vs
porosity were conducted on three samples with bimodal pore
size distribution, according to procedures schematically por-
trayed in FIG. 22. It was demonstrated that an increase of
porosity leads to an increase of magnetic-field-induced strain
(FIG. 23). For all samples, the MFIS increases with increas-
ing porosity. For all samples, the MFIS is larger than for
single pore foam.

For samples G2_S1 and 12_S1, there are only two data
points to date (FIG. 23). The strong increase of MFIS with a
small increase of porosity of sample G2_S1 indicates that
there might have been some remaining space-holder in the
pores for the first magneto-mechanical test (prior to increas-
ing the porosity). For sample 12_S2, there are four data points
which clearly demonstrate a positive correlation between
porosity and MFIS.

Effect of Sample Size and Surfaces

Referring to FIGS. 24a-c, a dual pore foam sample (K6_S)
with original dimensions 2.995x4.062x5.997 mm was tested
for MFIS. In its original shape, the sample displayed 0.01%
MEFIS. Then it was cut in two pieces parallel to the longest
edge such that the size of the new pieces (K6_S2 and
K6_S2_2A) was 2.995x2x5.997 mm. The MFIS of
K6_S2_2A doubled to 0.02%. While K6_S displayed four
strain peaks during one revolution of the magnetic field with
maxima at 45, 135, 225, and 315°, K6_S2 and K6_S2_2A
displaced only two maxima, namely at 135 and 315° for
K6_S2 and at 45 and 225° for K6_S2 2A.

These results show that the half of K6_S that later became
K6_S2_2A was originally constrained by the other half such
that only a fraction of it’s MFIS was realized in the first
magneto-mechanical experiment. Thus, in polycrystalline
materials, internal constraints suppress large MFIS. Surfaces
(porosity and ‘outer’ surfaces) relax internal constraints and
enable large MFIS.

Effect of Internal Constraints Via Left-Over Space-Holder

FIGS. 254 and b portray MFIS results for heating-cooling
cycles performed with a foam at 71% porosity (FIG. 25a) and
72.3% porosity (FIG. 2556). A dual pore foam sample with
71% porosity was tested for MFIS in a rotating magnetic
field, which was found to be around 0.1% at room tempera-
ture. No systematic training effect was found upon heating
and cooling through the phase transformation. After the
porosity was slightly increased, the MFIS strongly increased
t0 0.5% and heating and cooling in the rotating magnetic field
resulted in training of the sample with a maximum MFIS of
1.25% after the third heating cycle. Scanning electron micro-
graphs taken after the MFIS experiments revealed cracks in
the sample. These results may be rationalized when assuming
that with a porosity of 71% there was still some space-holder
left in the foam. The space-holder constrained the struts and
suppressed macroscopic deformation. Locally, twins were
moving and produced considerable deformation. The inho-
mogeneous, highly localized deformation caused stress con-
centrations which were relaxed via the formation of cracks.
The etching, which increased the porosity to 72.3%, removed
the space-holder completely. Individual struts were released
and allowed to produce a much larger strain. After cycling
(FIG. 25c¢), cracks were found in the struts.

10

15

20

25

30

35

40

45

50

55

60

65

18

Foam Production and Effect of Foam Architecture on
Removal of Space-Holder

The Ni—Mn—Ga foams were created via the casting rep-
lication method with sodium aluminate (NaAlO,) as space-
holder (chosen because of its high melting temperature of
1650° C., excellent chemical stability with molten metals,
and good solubility in acid), in a method similar to that
previously used for foams with monosized pores. First, rela-
tively coarse NaAlO, powders were prepared, as described
previously, by cold pressing NaAlO, powders (technical
grade, purchased from Alfa Aesar, Ward Hill, Mass.) at 125
MPa, sintering at 1500° C. for 3 h in air, breaking up the
sintered body with mortar and pestle. The resulting powder
was sieved into three different size ranges, as shown in FIG.
1: 355-500 pum, used for foams with single pore size, and
75-90 and 500-600 um used, with a 27:73 volume ratio, for
foams with two pore sizes. For the former specimen, the
355-500 um was directly poured into a 9.7 mm diameter
alumina crucible and tapped to a height of 22.1 mm. This was
the preform. For the latter specimens, the coarse and fine
powders were poured alternatively in small batches into a 9.7
mm diameter alumina crucible filled with acetone (which has
no solubility for NaAlO,): the 500-600 pm powder is first
poured in a small 45.0 mg batch, followed by a 16.6 mg batch
ot 75-90 um powder which is allowed to settled in the space
between the 500-600 um powders from the previous batch. In
this manner, the two batches of powders were well mixed,
unlike dry mixing which invariably led to powder size segre-
gation. This process was repeated until the NaAlO, powder
preform reached a height of 22.0 mm in the crucible. This
latter preform was heated at 70° C. overnight allowing for
acetone evaporation, then both preforms were sintered at
1500° C. for 3 h in air to enhance bonds between NaAlO,
powders, thus preventing cracking or particle pushing during
infiltration, and creating a percolating NaAlO, skeleton
which can be removed by acid dissolution. The volume frac-
tion of NaAlO, powders in the preforms containing single
and bimodal powder sizes were 43 and 45%, respectively, as
calculated from the volume and mass of the preforms.

A Nig, ;Mn,; ,Ga,; 5 (atomic percent) billet, inductively
melted from elements with purities 99.9% for Ni, 99.95% for
Mn, and 99.999% for Ga (all metal basis, non-metal impuri-
ties were not specified), was placed on top of the preform
within the alumina crucible, which was then heated to 1200°
C. (above the alloy melting temperature of 1125-1130° C.) at
a rate of 7° C./min under a vacuum of 3.5x107° Torr, and
maintained for 24 min at 1200° C. to insure melting of the
alloy. Then, high purity argon gas was introduced into the
furnace to force the molten alloy into the preform at a 1.34
atm pressure, and the temperature was reduced from 1200 to
24° C. at 7° C./min. The infiltrated Ni—Mn—Ga/NaAlO,
composite was cut with a diamond saw into parallelepiped
samples with dimensions of x=1.96, y=3.13 and z=6.08 mm
for the single powder specimen and x=2.06, y=2.94 and
7=6.43 mm for the dual powder specimen. These composite
samples were homogenized at 1000° C. for 1 h in high
vacuum and then subjected to a stepwise heat-treatment to
allow for chemical ordering establishing the 1.2, structure
[31]: 2hat725° C., 10h at 700° C., and 20 h at 500° C. The
annealed composite samples with monosize NaAlO, powders
were then immersed in a 10% HCI aqueous solution to dis-
solve, under sonication, the NaAlO, space-holders. After
about 53 h of dissolution, a Ni—Mn—Ga foam with 56.6%
porosity was achieved. The annealed composite with bimodal
NaAlO, powders was first immersed for about 15 h into a
34% H,SO, aqueous solution in a sonication bath to remove
the coarse NaAlO, powders in the foam and then immersed
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for about 90 h into a 10% HCl aqueous solution to remove the
fine NaAlO, powders and to further thin the struts. This foam
achieved a porosity of 66.8%. The water in the sonicator bath
was maintained at 24° C. and the acids were replaced every
two hours during sonication.

Thus, it is believed that large space-holder particles can be
quickly removed with a selective etchant. The small space-
holder particles can then be attacked via the large space-
holder with a different etchant. See the schematic portrayal of
this approach in FIG. 26, illustrating stepwise removal of
large particles providing access to the small particles for
removal of said small particles.

Further Description of Methods

The Ni—Mn—Ga foam was created by the replication
method, discussed above, using liquid metal infiltration of a
preform of ceramic space-holder powders. Here a 73:27 (by
weight) blend of large (500-600 pm) and small (75-90 um)
sodium aluminate powders was used, unlike large-pore
embodiments where only large powders were used.

The blended powders were poured into an alumina crucible
layer with 9.7 mm diameter and lightly sintered in air at 1500°
C. for 3 hto create necks between powders. After cooling, two
ingots of equal mass, with atomic compositions of
Nis, (Mn,, 4Ga,; ¢ and Nis, ;Mn,; Ga,, 5, Were placed on
top of the sintered preform which was then heated to 1200° C.
at 7° C./min under a vacuum of 3.5x107° tor. High purity
argon gas was introduced in the furnace at a pressure of 1.34
atm to push the molten alloy into the preform, and the tem-
perature was then dropped to room temperature at 7° C./min.
The resulting Ni—Mn—Ga/sodium aluminate composite
was cut with a diamond saw to create a parallelepiped sample
with approximate dimensions of x=2.3, y=3.0 and z=6.2 mm.
Most of the sodium aluminate space holder was removed by
immersion in 34% H,SO, under ultrasonication. Immersion
in 10% HCI removed the remaining sodium aluminate and
thinned the foam struts, resulting in a porosity of 62%, as
determined from measurements of mass and volume. The
foam was homogenized at 1000° C. for 1 h in vacuum and
then subjected to a stepwise chemical ordering heat-treatment
(2 h at 725° C., 10 h at 700° C., and 20 h at 500° C.) to
establish the 1.2, structure. The magnetic and thermal prop-
erties were measured using a Digital Measurement Systems
(DMS) Model 10 vibrating sample magnetometer (VSM)
with an applied magnetic field of 0.028 T parallel to the z
direction: the foam was heated at 8.5 K/min to 150° C., the
temperature was held for 2 min and then reduced at 8.5 K/min
to room temperature, where it was held for 5 min.

In a first series of magneto-mechanical experiments near
ambient temperature (~16° C.), the foam was exposed to a
rotating magnetic field p,H=0.97 T while being glued at one
end to a sample holder and at the other to a head capable of
sliding in the direction of the foam z axis only (FIG. 21). The
magnetic field rotational axis was parallel to the foam x axis
(FIG. 21) with the magnetic field vector rotating within the
y-z plane. While the steady-state rotation frequency of the
magnetic field was 4,000 revolutions per minute (rpm) for
magneto-mechanical cycling, it was reduced to 30 rpm during
strain data acquisition to reduce noise. The foam minimum
and maximum lengths were measured along the z axis (see
FIG. 195) and transformed to MFIS values using the engi-
neering definition of strain (ratio of maximum sample dis-
placement to minimal sample length z). At first, the foam was
subjected to 80,000 field rotations, corresponding to 160,000
MMC (during one full rotation of the magnetic field, the foam
contracts and expands twice, FIG. 196). The foam was then
unmounted, inspected, remounted, and magneto-mechani-
cally tested for an additional 2,000 MMC. The test was inter-
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rupted early because of low MFIS values. The foam was
unmounted, thermo-magnetically trained by exposing it in
the VSM to a magnetic field p,H=2 T parallel to the z direc-
tion while heating to, and then cooling from, 150° C. with
nitrogen at a rate of 8.5 K/min, and remounted to the sample
holder. Magneto-mechanical tests were then resumed under
the same conditions as above for another 81,000 MMC.

A second series of magneto-mechanical experiments was
performed in the same apparatus while temperature was
cycled (as summarized in Table 2) between ~15 and ~40° C.,
encompassing the range of phase transformations.

TABLE 2

Parameters of thermal cycle experiment

Initial Time Highest Time Final

Thermal tempera- Initial to tempera- to tempera-  Final
cycle ture strain  heat ture cool ture strain
Number  [°C.] [%]  [s] [°c] [s] [°c] [%]
1 18 14 380 41 980 18% 2.2

2 16 02 530 42 460 19 2.5

3 19 2.9 260 46 2100 2 6.1

4 2 55 320 37 400 14 8.7

5 16 2.0 600 45 540 14 44

6 14 4.5 400 42 690 14 5.0

7 14 5.1 400 45 1080 15 4.7

8 15 51 420 45 660 14 5.1

9 14 53 630 43 750 15 4.7

10 15 51 570 42 850 14 49

*After reaching 18° C. on cooling in the first cycle, the temperature dropped to about —100°

At the end of the 1% cycle only, the temperature was rapidly
dropped to below —100° C. A thermocouple (marked (9) on
FIG. 20) was attached loosely to a pore at the top surface of
the foam. Hot (for heating) and cold (for cooling) air was
directed towards the sample chamber through a tube (5). Due
to the presence of a lid (8), the foam was protected from the
direct air flow. Conduction through the sample holder and
sliding head, as well as natural convection from the surround-
ing air were heating the foam indirectly and therefore
smoothly. During the ten temperature cycles, the magnetic
field was rotated at 30 rpm allowing precise MFIS measure-
ments. The experiment was interrupted twice (before the 24
and the 5 cycles): the foam was then removed from the
sample holder, inspected for damage and remounted.
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Although this invention has been described above with

reference to particular means, materials and embodiments, it

is to be understood that the invention is not limited to these
disclosed particulars, but extends instead to all equivalents
within the broad scope of the following claims.
We claim:
1. A foam alloy material comprising:
a polycrystalline porous structure of magnetoplastic or
magnetoelastic material;
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said porous structure comprising struts of said magneto-
plastic or magnetoelastic material connected at nodes of
said magnetoplastic or magnetoelastic material, so that
said porous structure comprises pores between said
struts;

wherein at least a portion of said struts comprise twin

boundaries that extend transversely across an entire
strut.

2. A foam alloy material comprising:

a polycrystalline porous structure of magnetoplastic or

magnetoelastic material;

said porous structure comprising struts of said magneto-

plastic or magnetoelastic material connected at nodes of
said magnetoplastic or magnetoelastic material, so that
said porous structure comprises pores between said
struts;

wherein at least a portion of said struts comprise twin

boundaries that extend transversely across an entire
strut, wherein said struts are comprised of grains of said
magnetoplastic or magnetoelastic material and said
pores are sized to be generally the size of said grains.

3. A foam alloy material as in claim 2, wherein said the
foam alloy material further comprising small pores inside
said nodes.

4. A foam alloy material as in claim 3, wherein said small
pores are smaller than said grains.

5. A foam alloy material as in claim 3, wherein said small
pores are an order of magnitude smaller than said pores
between the struts.

6. A foam alloy material as in claim 3, wherein said small
pores are 0.05-0.25 times the size of the pores between the
struts.

7. A foam alloy material of claim 1 including alloys com-
prising nickel, manganese, and gallium.

8. A foam alloy material claim 1 including alloys compris-
ing iron and platinum.

9. A foam alloy material claim 1 including alloys compris-
ing iron and palladium.

10. A foam alloy material of claim 1 including alloys com-
prising nickel, cobalt, and gallium.

11. A foam alloy material of claim 7 which comprises at
least 10 atomic percent each of nickel, manganese, and gal-
lium.

12. A magnetic material comprising:

a polycrystalline porous structure of the solid magnetic

material;

said porous structure comprising polycrystalline struts

connected at nodes;

at least some of said polycrystalline struts including grain

boundaries that extend transversely across an entire
strut;

wherein said porous structure comprises pores between

said struts and in said nodes, said pores being of at least
two ranges of pore size comprising a first pore-size-
range, and a second, smaller pore-size-range.

13. A material as in claim 12, wherein said struts are com-
prised of grains of magnetoplastic or magnetoelastic material
and said pores of said first pore-size-range are generally the
size of said grains.

14. A material as in claim 12, wherein said pores of said
second pore-size-range are inside said nodes.

15. A material as in claim 14, wherein said struts are com-
prised of grains of magnetoplastic or magnetoelastic material
and said pores of said second pore-size-range are smaller than
said grains.
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16. A material as in claim 12, wherein said second pore-
size-range is an order of magnitude smaller than said first
pore-size-range.

17. A material as in claim 12, wherein said second pore-
size-range is 0.05-0.25 times said first pore-size-range.

18. A material as in claim 12, wherein said first pore-size-
range is 500-600 um and said second pore-size-range is 75-90
pm.

19. The material of claim 12 including alloys comprising
nickel, manganese, and gallium.

20. The material of claim 12 including alloys comprising
iron and platinum.

21. The material of claim 12 including alloys comprising
iron and palladium.

22. The material of claim 12 including alloys comprising
nickel, cobalt, and gallium.

23. The material of claim 12 which comprises at least 10
atomic percent each of nickel, manganese, and gallium.
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