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IRON NITRIDE PERMANENT MAGNET AND
TECHNIQUE FOR FORMING IRON
NITRIDE PERMANENT MAGNET

CROSS-REFERENCE TO RELATED
APPLICATIONS

This application is a continuation of U.S. application Ser.
No. 15/622,785, filed on Jun. 14, 2017, which was granted
on Jun. 23, 2020, as U.S. Pat. No. 10,692,635, which claims
priority to U.S. application Ser. No. 14/766,101, filed Aug.
5, 2015, which was granted on Jul. 25, 2017, as U.S. Pat. No.
9,715,957, which claims priority to International Applica-
tion No. PCT/US2014/015104, filed Feb. 6, 2014, which
claims priority to U.S. Provisional App. No. 61/762,147,
filed Feb. 7, 2013, the disclosures of which are incorporated
by reference in their entirety.

STATEMENT OF GOVERNMENT INTERESTS

This invention was made with Government support under
contract number DE-AR0000199 awarded by Department of
Energy, Office of ARPA-E. The Government has certain
rights in this invention.

TECHNICAL FIELD

The disclosure relates to permanent magnetic materials
and techniques for forming permanent magnetic materials.

BACKGROUND

Permanent magnets play a role in many electro-mechani-
cal systems, including, for example, alternative energy sys-
tems. For example, permanent magnets are used in electric
motors or generators, which may be used in vehicles, wind
turbines, and other alternative energy mechanisms. Many
permanent magnets in current use include rare earth ele-
ments, such as neodymium, which result in high energy
product. These rare earth elements are in relatively short
supply, and may face increased prices and/or supply short-
ages in the future. Additionally, some permanent magnets
that include rare earth elements are expensive to produce.
For example, fabrication of NdFeB magnets generally
includes crushing material, compressing the material, and
sintering at temperatures over 1000° C., all of which con-
tribute to high manufacturing costs of the magnets.

SUMMARY

The disclosure describes bulk permanent magnets that
include Fe, (N, and techniques for forming bulk permanent
magnets that include Fe, ;N,. Bulk Fe, [N, permanent mag-
nets may provide an alternative to permanent magnets that
include a rare earth element because Fe, 4N, has high satu-
ration magpetization and magnetic anisotropy constant. The
high saturation magnetization and magnetic anisotropy con-
stants result in a magnetic energy product that may be higher
than rare earth magnets. For example, experimental evi-
dence gathered from thin film Fe, N, permanent magnets
suggests that bulk Fe (N, permanent magnets may have
desirable magnetic properties, including an energy product
of as high as about 134 MegaGauss*Oerstads (MGOe),
which is about two times the energy product of NdFeB
(which has an energy product of about 60 MGOe). Addi-
tionally, iron and nitrogen are abundant elements, and thus
are relatively inexpensive and easy to procure. The high

10

15

20

25

30

35

40

45

50

55

60

65

2

energy product of Fe, N, magnets may provide high effi-
ciency for applications in electric motors, electric genera-
tors, and magnetic resonance imaging (MRI) magnets,
among other applications.

As used herein, a bulk material may include a smallest
dimension (e.g., height, width, or length) that is greater than
about 100 nanometers (nm). In some examples, a bulk
material may include a smallest dimension that is greater
than about 1 micrometer (um), or greater than about 100 pm.

In one aspect, the disclosure describes a bulk permanent
magnetic material comprising between about 5 volume
percent and about 40 volume percent Fe N, phase domains;
a plurality of nonmagnetic atoms or molecules forming
domain wall pinning sites; and a balance soft magnetic
material, wherein at least some of the soft magnetic material
is magnetically coupled to the Fe, N, phase domains via
exchange spring coupling.

In another aspect, the disclosure describes a method that
includes implanting N+ ions in an iron workpiece using ion
implantation to form an iron nitride workpiece; pre-anneal-
ing the iron nitride workpiece to attach the iron nitride to a
substrate; and post-annealing the iron nitride workpiece to
form Fe, N, phase domains within the iron nitride work-
piece.

In an additional aspect, the disclosure describes a method
that includes forming a plurality of workpiece including iron
nitride material, each of the plurality of workpieces includ-
ing between about 5 volume percent and about 40 volume
percent of Fe, (N, phase domains, introducing additional
iron or nonmagnetic material between the plurality of work-
pieces or within at least one of the plurality of workpieces
of iron nitride material, and sintering together the plurality
of workpieces of iron nitride to form a bulk magnet includ-
ing iron nitride with between about 5 volume percent and
about 40 volume percent of Fe, N, phase domains.

In a further aspect, the disclosure describes a method that
includes forming a plurality of textured iron nitride work-
pieces by implanting N+ ions in a textured iron workpiece
using ion implantation to form a textured iron nitride work-
piece comprising between about 8 atomic percent and about
15 atomic percent N+ ions, and post-annealing the textured
iron nitride workpiece to form a volume fraction of between
about 5 volume percent and about 40 volume percent of
Fe, ;N, phase domains within the textured iron nitride work-
piece, with a balance soft magnetic material including FegN,
wherein at least some of the Fe (N, phase domains are
magnetically coupled to at least one of the Fe,N domains by
exchange spring coupling. In accordance with this aspect of
the disclosure, the method also includes introducing non-
magnetic material between a first workpiece of the plurality
of workpieces and a second workpiece of the plurality of
workpieces or within at least one of the plurality of work-
pieces of iron nitride, and sintering together the plurality of
workpieces of iron nitride to form a bulk magnet including
iron nitride with between about 5 volume percent and about
40 volume percent of Fe, N, phase domains, wherein the
nonmagnetic material forms domain wall pinning sites
within the bulk magnet.

In another aspect, the disclosure describes a method that
includes forming a plurality of textured iron nitride work-
pieces by mixing nitrogen in molten iron to result in a
concentration of nitrogen atoms in the molten iron between
about 8 atomic percent and about 15 atomic percent, fast belt
casting the molten iron to form a textured iron nitride
workpiece, and post-annealing the textured iron nitride
workpiece to form a volume fraction of between about 5
volume percent and about 40 volume percent of Fe N,
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phase domains within the textured iron nitride workpiece,
with a balance soft magnetic material including FegN,
wherein at least some of the Fe (N, phase domains are
magnetically coupled to at least one of the Fe,N domains by
exchange spring coupling. In accordance with this aspect of
the disclosure, the method also includes introducing non-
magnetic material between a first workpiece of the plurality
of workpieces and a second workpiece of the plurality of
workpieces or within at least one of the plurality of work-
pieces of iron nitride and sintering together the plurality of
workpieces of iron nitride to form a bulk magnet including
iron nitride with between about 5 volume percent and about
40 volume percent of Fe, N, phase domains, wherein the
nonmagnetic material forms domain wall pinning sites
within the bulk magnet.

In a further aspect, the disclosure describes a method
including forming a plurality of workpieces of iron nitride
material, each of the plurality of workpieces including
between about 5 volume percent and about 40 volume
percent of Fe, ;N, phase domains; introducing a plurality of
nonmagnetic atoms or molecules between the plurality of
workpieces or within at least one of the plurality of work-
pieces of iron nitride material; and sintering together the
plurality of workpieces of iron nitride to form a bulk
permanent magnetic material including iron nitride with
between about 5 volume percent and about 40 volume
percent of Fe, [N, phase domains, the plurality of nonmag-
netic atoms or molecules forming domain wall pinning sites,
and a balance soft magnetic material, wherein at least some
of the soft magnetic material is magnetically coupled to the
Fe,;N, phase domains via exchange spring coupling.

The details of one or more examples are set forth in the
accompanying drawings and the description below. Other
features, objects, and advantages of the disclosure will be
apparent from the description and drawings, and from the
claims.

BRIEF DESCRIPTION OF DRAWINGS

FIG. 1 is a flow diagram illustrating an example technique
for forming a permanent magnetic including Fe,; N, mag-
netically hard domains and Fe,N magnetically soft domains
using ion implantation.

FIG. 2 is a line diagram illustrating the relationship
between implant depth (in Angstroms (A)) and the implant
energy (in kiloelectronvolts (keV)) of N+ ions in iron

FIG. 3 is an iron nitride phase diagram.

FIG. 4 is a scatter diagram representing the relationship
between the natural log of the diffusion coeflicient and
inverse temperature.

FIG. 5 is a conceptual diagram that shows eight (8) iron
unit cells in a strained state with nitrogen atoms implanted
in interstitial spaces between iron atoms.

FIG. 6 is a conceptual diagram illustrating a material
having Fe N domains and Fe, ;N, domains.

FIG. 7 is a flow diagram illustrating an example technique
for forming a bulk material including Fe, N, magnetically
hard domains exchange-spring coupled with Fe N magneti-
cally soft domains, with domain wall pinning sites.

FIGS. 8A and 8B is a conceptual diagram that illustrates
a technique for introducing impurities between workpieces
of material including Fe, [N, magnetically hard domains
exchange-spring coupled with Fe,N magnetically soft
domains.

FIG. 9 is a flow diagram illustrating an example technique
for forming a bulk material including Fe, [N, magnetically
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hard domains exchange-spring coupled with FegN magneti-
cally soft domains, with domain wall pinning sites.

FIG. 10 is a conceptual diagram illustrating an example
apparatus for fast belt casting to texture an example iron
workpiece.

FIG. 11 is a conceptual diagram illustrating another
example apparatus with which an iron workpiece can be
strained.

FIG. 12 is a flow diagram illustrating an example tech-
nique for forming a bulk material including Fe, [N, mag-
netically hard domains exchange-spring coupled with Fe N
magnetically soft domains, with domain wall pinning sites.

FIG. 13 is a conceptual diagram illustrating an example
apparatus for fast belt casting to texture an example iron
nitride workpiece.

FIG. 14 is a flow diagram illustrating an example tech-
nique for forming a bulk material including Fe, (N, mag-
netically hard domains exchange-spring coupled with Fe N
magnetically soft domains, with domain wall pinning sites.

FIG. 15 is a flow diagram illustrating an example tech-
nique for forming a bulk material including Fe, N, mag-
netically hard domains exchange-spring coupled with Fe N
magnetically soft domains, with domain wall pinning sites.

FIG. 16 is a conceptual diagram illustrating an example
apparatus with which an iron workpiece can be strained and
exposed to nitrogen.

FIG. 17 illustrates further detail of one example of the
Crucible heating stage shown in FIG. 16.

FIG. 18 is a schematic diagram illustrating an example
apparatus that may be used for nitridizing an iron workpiece
via a urea diffusion process.

FIG. 19 is a line diagram representing an auger measure-
ment of N+ ion concentration as a function of depth in an
iron foil after ion implantation and before annealing the iron
nitride foil.

FIG. 20 is a scatter diagram illustrating nitrogen concen-
trations as a function of depth within an iron foil after
post-annealing for different nitrogen fluencies.

FIGS. 21A and 21B are hysteresis loops of magnetization
versus coercivity for examples of an iron nitride foil pre-
pared using ion implantation.

FIG. 22 is a line diagram that illustrates examples of
nitrogen depth profiles in iron foils before annealing.

FIG. 23 is a scatter diagram illustrating nitrogen concen-
trations as a function of depth within an iron foil after
post-annealing for different nitrogen fluencies.

FIG. 24 is an x-ray diffraction (XRD) spectrum for an
example of an iron nitride foil before and after annealing.

FIG. 25 is a hysteresis loop of magnetization versus
coercivity for examples of an iron nitride foil prepared using
ion implantation.

FIG. 26 includes two line diagrams illustrating nitrogen
binding energies before and after the annealing treatments.

FIGS. 27-29 illustrate XRD patterns collected for iron
nitride samples strained to different levels during a post-
annealing treatment.

FIGS. 30-32 are hysteresis loops of magnetization versus
coercivity for examples of iron nitride wires exposed to
different strains during annealing.

FIG. 33 is an example infrared image illustrating an iron
foil direct bonded to a (111) Si substrate.

FIG. 34 is a diagram illustrating example nitrogen depth
profiles for the ion implanted sample before the two-step
annealing, which were measured by Auger Electron Spec-
troscopy (AES) with Ar* as the in-depth milling source.

FIG. 35 is a diagram illustrating example nitrogen depth
profiles after the two-step annealing.
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FIG. 36 is a diagram illustrating example XRD spectra for
foil samples with different nitrogen fluencies on Si (111)
substrate after post-annealing.

FIG. 37 is a diagram illustrating example hysteresis loops
of the sample prepared with 1x10'"/cm?® fluence at different
stages.

FIG. 38 is a diagram illustrating an example hysteresis
loop of the sample prepared with 5x10"7/cm” fluence after
post-annealing.

FIG. 39 is a diagram illustrating the calculated energy
product of the film tested to obtain the results presented in
FIG. 38.

FIG. 40 is an example high resolution transmission elec-
tron microscopy (HRTEM) image of the film tested to obtain
the results presented in FIGS. 38 and 39.

FIG. 41 is an example image showing an x-ray diffraction
pattern for the sample tested to obtain the results presented
in FIG. 40.

DETAILED DESCRIPTION

The disclosure describes permanent magnets that include
Fe, N, phase domains and techniques for forming perma-
nent magnets that include Fe, N, phase domains. In par-
ticular, the techniques described herein are used to form bulk
permanent magnets that include Fe, (N, phase domains. In
some examples, the Fe, N, phase domains may present in
combination with other phases, such as phases of magneti-
cally soft material. The Fe,;N, phase may be magnetically
coupled to the magnetically soft material by exchange spring
coupling, which may effectively harden the magnetically
soft material and provide magnetic properties for the bulk
material similar to those of a bulk material formed of
Fe,;N,. The disclosure also describes techniques for pro-
ducing bulk magnets including Fe, N, phase, alone or in
combination with other material phases.

Magnets that include a Fe,(N, phase may provide a
relatively high energy product, for example, as high as about
134 MGOQOe when the Fe| (N, permanent magnet is anisotro-
pic. In examples in which the Fe, ;N, magnet is isotropic, the
energy product may be as high as about 33.5 MGOe. The
energy product of a permanent magnetic is proportional to
the product of remanent coercivity and remanent magneti-
zation. For comparison, the energy product of Nd,Fe B
permanent magnet may be as high as about 60 MGOe. A
higher energy product can lead to increased efficiency of the
permanent magnet when used in motors, generators, or the
like.

Additionally, permanent magnets that include a Fe,(N,
phase may not include rare earth elements, which may
reduce a materials cost of the magnet and may reduce an
environmental impact of producing the magnet. In some
examples, using the techniques described herein may also
reduce an environmental impact of the producing permanent
magnets compared to processes used to make rare earth
magnets, as the current techniques may not include use or a
powder phase or high temperature sintering steps.

However, Fe, (N, is a metastable phase, which competes
with other stable phases of Fe—N. Hence, forming a bulk
material including a high volume fraction of Fe, [N, may be
difficult. The magnetic material including Fe, N, phase
domains described in this disclosure overcomes this diffi-
culty by forming a magnetic material including Fe N,
domains and domains of other, magnetically soft materials.
The magnetically hard Fe, (N, domains magnetically couple
to the magnetically soft materials by exchange spring cou-
pling and effectively harden the magnetically soft materials.
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To achieve exchange spring coupling throughout the volume
of the magnetic material, the Fe,; N, domains may be
distributed throughout the magnetic material, e.g., at a
nanometer or micrometer scale.

As described herein, magnetic materials including Fe, (N,
domains and domains of other, magnetically soft materials
may include a volume fraction of Fe, N, domains of less
than about 40 volume percent (vol. %). For example, the
magnetically hard Fe, N, phase may constitute between
about 5 vol. % and about 40 vol. % of the total volume of
the magnetic material, or between about 5 vol. % and about
20 vol. % of the total volume of the magnetic material, or
between about 10 vol. % and about 20 vol. % of the total
volume of the magnetic material, or between about 10 vol.
% and about 15 vol. % of the total volume of the magnetic
material, or about 10 vol. % of the total volume of the
magnetic material, with the remainder of the volume being
magnetically soft materials. The magnetically soft materials
may include, for example, Fe, FeCo, FegN, or combinations
thereof.

In some examples, such as when the magnetically soft
material includes Fe or FegN, the crystallographic texture of
the Fe, (N, and the Fe or FegN domains may be coherent. In
other words, there may be a lattice match between the
domains, including an aligned magnetic easy axis. This may
facilitate efficient exchange-spring coupling between the
magnetically hard Fe, [N, domains and the magnetically soft
Fe or FegN domains, particularly across phase boundaries.

In some examples, the magnetic material may be a bulk
magnetic material. As used herein, the phrases “bulk mag-
netic material” and “bulk permanent magnetic material”
refer to magnetic materials and permanent magnetic mate-
rials whose smallest dimension (e.g.. length, height, or
width) is greater than about 100 nm. In other examples, a
“bulk magnetic material” and “bulk permanent magnetic
material” may have a smallest dimension (e.g., length,
height, or width) that is greater than about 1 um, or greater
than about 100 um.

The magnetic material described herein may possess a
relatively large energy product, such as greater than about 10
MGQOe. In some examples, the magnetic material described
herein may possess an energy product greater than about 30
MGQOe, greater than about 60 MGQe, between about 60
MGOe and about 135 MGOQe, greater than about 65 MGOe,
or greater than about 100 MGOe. This may be achieved by
include Fe; N, phase domains that are exchange spring
coupled to magnetically soft domains, alone or in combina-
tion with dopant elements (e.g., atoms) or compounds (e.g.,
molecules) that form domain wall pinning sites within the
magnetic material.

The disclosure also describes multiple processes for form-
ing bulk permanent magnets that include Fe, (N, domains. In
some examples, the techniques may include using ion
implantation to implant N+ ions in a crystallographically
textured iron workpiece. In other examples, the N+ ions may
be introduced into liquid Fe from a reactant, such as ammo-
nia, ammonium azide, or urea, followed by casting to form
a textured workpiece including iron and nitrogen ions.

Regardless of the method of forming, the workpiece
including the iron and nitrogen ions may be annealed to form
the Fe, (N, phase within the Fe N phase. The annealing may
occur at relatively low temperatures (e.g., between about
150° C. and about 250° C. or below about 214° C.) for
between about 5 hours and about 100 hours to form Fe, (N,
phase within the FegN phase. During the annealing, the iron
nitride material may be strained to facilitate conversion of
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the body-centered cubic (bce) iron crystals into body-cen-
tered tetragonal (bet) iron nitride crystals.

In some instances, multiple workpieces of the Fe [N, +
FegN material may be combined, with or without introduc-
tion of magnetically soft or nonmagnetic dopant materials,
and pressed together to form a bulk permanent magnet. The
magnetically soft or nonmagnetic materials may be provided
as workpieces of the material, using ion implantation into
the workpieces of Fe, ;N,+Fe,N material, or using cluster
implantation into the workpieces of Fe ,N,+Fe N material.
The magnetically soft or nonmagnetic materials may pro-
duce domain wall pinning sites within the material, which
may increase a magnetic coercivity of the material.

FIG. 1 is a flow diagram illustrating an example technique
for forming a permanent magnet including Fe, ;N, magneti-
cally hard domains and Fe,N magnetically soft domains
using ion implantation. The technique shown in FIG. 1 is
one technique for forming a permanent magnetic including
Fe, N, magnetically hard domains and Fe,N magnetically
soft domains, and may be used alone or in combination with
other processing steps to form a bulk permanent magnetic
based on Fe (N, exchange coupled with a soft magnetic
matetial, such as FeN. For example, the technique shown in
FIG. 1 may be combined with other processing steps, as
shown in FIGS. 9 and 13, to form a bulk magnetic material.

The technique shown in FIG. 1 includes implanting N+
ions in an iron workpiece using ion implantation (12). The
iron workpiece may include a plurality of iron crystals. In
some examples, the plurality of iron crystals may have
crystal axes oriented in substantially the same direction. For
example, a major surface of the iron workpiece may be
parallel to the (110) surfaces of all or substantially all of the
iron crystals. In other examples, a major surface of the iron
workpiece may be parallel to another surface of all or
substantially all of the iron crystals. By using a workpiece in
which all or substantially all of the iron crystals have
substantially aligned crystal axes, anisotropy formed when
forming the FegN and Fe, (N, phases may be substantially
aligned.

In some examples, workpieces include a dimension that is
longer, e.g., much longer, than other dimensions of the
workpiece. Example workpieces with a dimension longer
than other dimensions include fibers, wires, filaments,
cables, films, thick films, foils, ribbons, sheets, or the like.
In other examples, workpieces may not have a dimension
that is longer than other dimensions of the workpiece. For
example, workpieces can include grains or powders, such as
spheres, cylinders, flecks, flakes, regular polyhedra, irregu-
lar polyhedra, and any combination thereof. Examples of
suitable regular polyhedra include tetrahedrons, hexahe-
drons, octahedron, decahedron, dodecahedron and the like,
non-limiting examples of which include cubes, prisms,
pyramids, and the like.

In some examples of the technique of FIG. 1, the work-
piece includes a foil. The workpiece may define a thickness
on the order of hundreds of nanometers to millimeters. In
some examples, the iron workpiece may define a thickness
between about 500 nanometers (nm) and about 1 millimeter
(mm). The thickness of the iron workpiece may affect the
parameters used for ion implantation and annealing of the
workpiece, as will be described below. The thickness of the
workpiece may be measured in a direction substantially
normal to a surface of the substrate to which the workpiece
is attached.

Prior to implantation of N+ ions in the iron workpiece, the
iron workpiece may be positioned on a surface of a silicon
substrate or a gallium arsenide (GaAs) substrate. In some
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examples, the iron workpiece may be position on the (111)
surface of a (single crystal) silicon substrate, although any
crystalline orientation may be used. In some examples, the
iron workpiece may be attached to the surface of the
substrate at this time.

The average depth to which the N+ ions are implanted in
the iron workpiece may depend upon the energy to which the
N+ ions are accelerated. FIG. 2 is a line diagram illustrating
the relationship between implant depth (in Angstroms (A))
and the implant energy (in kiloelectronvolts (keV)) of N+
ions in iron, as determined using SRIM (“The Stopping and
Range of Tons in Matter,” software available from James F.
Ziegler at www.srim.org). As shown in FIG. 2, the average
implant depth of the N+ ions increases for increasing
implant energy. Although not shown in FIG. 2, for each
implant energy, N+ ions are implanted within the iron
workpiece in a range depths surrounding the average
implant depth.

The implant energy used to implant the N+ ions may be
selected based at least in part on the thickness of the iron
workpiece. The implant energy also may be selected to
implant the N+ ions without doing overly significant damage
to the iron workpiece, including the crystal lattice of the iron
crystals in the iron workpiece. For example, while higher
implant energies may allow implantation of the N+ ions at
a greater average depth, higher implant energies may
increase the damage to the iron workpiece, including dam-
aging the crystal lattice of the iron crystals and ablating
some of the iron atoms due to the impact of the N+ ions.
Hence, in some examples, the implant energy may be limited
to be below about 180 keV. In some examples, the incident
angle of implantation may be about zero degrees (e.g.,
substantially perpendicular to the surface of the iron work-
piece). In other examples, the incident angle of implantation
may be adjusted to reduce lattice damage. For example, the
incident angle of implantation may be between about 3° and
about 7° from perpendicular.

As an example, when the iron workpiece defines a thick-
ness of about 500 nm, an implant energy of about 100 keV
may be used to implant the N+ ions in the iron workpiece.
An implant energy of about 100 keV may also be used to
implant the N+ ions in iron workpieces of other thicknesses.
In other examples, a different implant energy may be used
for iron workpieces defining a thickness of about 500 nm,
and the same or different implant energy may be used for
workpieces defining a thickness different than 500 nm.

Additionally, the fluency of N+ ions may be selected to
implant a desired dose of N+ ions within the iron workpiece.
In some examples, the fluency of N+ ions may be selected
to implant approximately stoichiometric number of N+ ions
within the iron workpiece. The stoichiometric ratio of iron to
nitrogen in Fe (N, is 8:1. Thus, the approximate number of
iron atoms in the iron workpiece may be determined, and a
number of N+ ions equal to approximately %4 (12.5%) of the
iron atoms may be implanted in the iron workpiece, such as
between about 8 at. % and about 15 at. %. For example, an
iron workpiece having measurements of about 1 cm by 1 cm
by 500 nm may include about 4.23x10™ iron atoms. Thus,
to achieve a stoichiometric ratio of iron atoms to N+ ions in
the iron workpiece, about 5.28x10'7 N+ ions may be
implanted in the sample.

The temperature of the iron workpiece during the ion
implantation also may be controlled. In some examples, the
temperature of the iron workpiece may be between about
room temperature and about 500° C.

Once the N+ ions have been implanted in the iron
workpiece (12), the iron workpiece may be subjected to a
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first annealing step (14), which may be referred to as a
pre-annealing step. The pre-annealing step may accomplish
multiple functions, including, for example, securely attach-
ing the iron workpiece to the substrate. As described below,
secure attachment of the iron workpiece to the substrate
allows the post-annealing step to generate stress in the iron
workpiece, facilitating the transformation of the crystalline
structure of at least some of the crystals in the iron work-
piece from body centered cubic (bee) iron to body centered
tetragonal (bet) iron nitride. In some examples, the pre-
annealing step also may activate the implanted N+ ions,
repair damage to the iron crystals’ lattices due to the ion
implantation procedure, and/or remove any oxygen in the
workpiece. In some examples, the pre-annealing step may be
performed at a temperature between about 450° C. and about
550° C. for between about 30 minutes and about 4 hours. As
an example, the pre-annealing step may be performed at a
temperature of about 500° C. for between about 30 minutes
and about 1 hour.

In some examples, in addition to heating the iron work-
piece and the substrate, the pre-annealing step may include
applying an external force between about 0.2 gigapascals
(GPa) and about 10 GPa between the iron workpiece and the
substrate. The external force may assist bonding of the iron
workpiece and the substrate.

The atmosphere in which the pre-annealing step is per-
formed may include, for example, nitrogen, argon, and/or
hydrogen, such as a mixture of about 4 vol. % hydrogen,
about 10 vol. % nitrogen, and about 86 vol. % argon. The
composition of the atmosphere may assist with removing
oxygen from the workpiece and cleaning surfaces of the
workpiece.

Following the pre-annealing step (14), the iron workpiece
including implanted N+ ions and the substrate may be
exposed to a second annealing step (16), which may be
referred to as a post-annealing step. The post-annealing step
may be carried out at a temperature that produces strain in
the iron workpiece due to differences in the coeflicients of
thermal expansion for the substrate and the iron workpiece
and that accesses the Fe, [N, phase. Additionally, the post-
annealing step allows diffusion of N+ ions iron crystals to
form iron nitride, including Fe, (N, phase domains and Fe,N
phase domains. FIG. 3 is an iron nitride phase diagram,
reproduced from E. H. Du Marchi Van Voorthuysen et al.
Low-Temperature Extension of the Lehver Diagram and the
Iron-Nitrogen Phase Diagram, 33 A Metallurgical and Mate-
rials Transactions A 2593, 2597 (August 2002). As shown in
FIG. 3, annealing at relatively low temperatures allows
transformation of partial Fe,N disordered phase into Fe, (N,
ordered phase. In some examples, the post-annealing step
may be carried out at a temperature below about 250° C.,
such as between about 120° C. and about 214° C., between
about 120° C. and about 200° C., between about 150° C. and
about 200° C., or at about 150° C. The post-annealing step
may be performed in a nitrogen (N,) or argon (Ar) atmo-
sphere, or in a vacuum or near-vacuum.

The temperature and duration of the post-annealing step
may be selected based on, for example, a size of the sample
and a diffusion coefficient of nitrogen atoms in iron at the
post-annealing temperature. Based on these factors, the
temperature and duration may be selected to provide suffi-
cient time for nitrogen atoms to diffuse to locations within
the iron workpiece to form Fe [N, domains. FIG. 4 is a
scatter diagram representing the relationship between the
natural log of the diffusion coeflicient and inverse tempera-
ture. Based on the relationship shown in FIG. 4, the natural
logarithm of the diffusion coefficient may be determined for
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a given temperature, and the diffusion length may be deter-
mined for a given time using the diffusion coefficient. As an
example, at a temperature of 200° C., and an annealing
duration of 40 hours, the diffusion length of nitrogen in iron
is about 0.5 micrometers (um).

Additionally, the temperature and duration of the post-
annealing step may be selected based on a desired volume
fraction of Fe, (N, phase domains in the iron nitride work-
piece. For example, at a selected temperature, a longer
post-annealing step may result in a higher volume fraction of
Fe, N,. Similarly, for a given post-annealing step duration,
a higher temperature may result in a higher volume fraction
of Fe,(N,. However, for durations above a threshold value,
the additional volume fraction of Fe, N, may be limited or
eliminated, as the volume fraction of Fe,cN, reaches a
relatively stable value. For example, at a temperature of
about 150° C., after about 20 hours, the volume fraction of
Fe,;N, reaches a stable value. The duration of the post-
annealing step may be at least about 5 hours, such as at least
about 20 hours, or between about 5 hours and about 100
hours, or between about 20 hours and about 100 hours, or
about 40 hours.

Fe N and Fe, (N, have similar body-centered tetragonal
(bet) crystalline structure. However, in Fe, JN,, nitrogen
atoms are ordered within the iron lattice, while in FegN,
nitrogen atoms are randomly distributed within the iron
lattice. FIG. 5 is a conceptual diagram that shows eight (8)
iron unit cells in a strained state with nitrogen atoms
implanted in interstitial spaces between iron atoms in an
Fe, N, phase. As shown in FIG. 5, in the Fe, \N, phase, the
nitrogen atoms are aligned along the (002) crystal plane.
Also shown in FIG. 5, the iron nitride unit cells are distorted
such that the length of the unit cell along the <001> axis is
approximately 3.14 angstroms (A) while the length of the
unit cell along the <010> and <100> axes is approximately
2.86 A. The iron nitride unit cell may be referred to as a bet
unit cell when in the strained state. When the iron nitride unit
cell is in the strained state, the <001> axis may be referred
to as the c-axis of the unit cell.

The post-annealing step facilitates formation of the bet
crystalline structure at least in part due to the strain exerted
on the iron crystal lattice as a result of differential expansion
of the substrate and the iron nitride workpiece during the
post-annealing step. For example, the coefficient of thermal
expansion for iron is 11.8 pm/m-K, while for silicon it is 2.6
um/m-K. This difference in thermal expansion coeflicients
results in a compression stress substantially parallel the
major plane of the iron workpiece and a corresponding
stretching force being generated along the <001> crystalline
direction on an iron workpiece with an (110) face.

The post-annealing step results in formation of Fe (N,
phase domains within domains of FegN, and other Fe and/or
iron nitride compositions. FIG. 6 is a conceptual diagram
illustrating a material having Fe,N domains 22 and Fe, N,
domains 24. Because the iron workpiece is structured on a
nanometer scale (e.g., the sizes of Fe,N domains 22 and
Fe, (N, domains 24 are on the order of nanometers), mag-
netic coupling between the magnetically hard Fe (N,
domains 24 and the magnetically soft Fe,N domains 22 may
occur substantially throughout the workpiece. Because the
Fe, N, and Fe.N crystals have substantially similar crystal-
line structure, the material can be naturally crystallographi-
cally coherent, meaning having an aligned easy axis, which
produces anisotropy. This may facilitate exchange coupling
through phase boundaries between Fe, N, and FegN.

FIG. 7 is a flow diagram illustrating an example technique
for forming a bulk material including Fe, N, magnetically
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hard domains exchange-spring coupled with Fe,N magneti-
cally soft domains, with domain wall pinning sites. FIG. 7
is a general technique, and further details of examples of the
general technique of FIG. 7 will be described below with
reference to the techniques of FIGS. 9, 12, 14, and 15.

The technique of FIG. 7 includes forming an iron nitride
material including Fe, (N, phase domains (32). As described
with reference to FIG. 1, using ion implantation to implant
N+ ions in an iron workpiece, such as an iron foil, followed
by one or more, e.g., two, annealing steps is one technique
for forming an iron nitride material (or workpiece) including
Fe,;N, phase. Other techniques for forming an iron nitride
material including Fe, (N, phase domains (32) are described
below with respect to FIGS. 9, 12, 14, and 15. These
techniques may include forming a textured iron workpiece,
such as a textured iron sheet; implanting N+ ions in the
textured iron workpiece to form a textured iron nitride
workpiece; and annealing the textured iron nitride work-
piece to form Fe (N, phase domains. The techniques also
may include forming a textured iron nitride workpiece, such
as a textured iron nitride sheet, by mixing nitrogen in molten
iron and annealing the textured iron nitride workpiece to
form Fe, N, phase domains. The techniques also may
include forming an iron workpiece, nitridizing the strained
iron workpiece, and annealing the nitridized iron workpiece.

The technique illustrated in FIG. 7 also includes intro-
ducing additional iron or nonmagnetic materials (34). In
some examples, as described with reference to FIGS. 9 and
12, the additional iron or nonmagnetic materials may be
introduced as workpieces of the iron or nonmagnetic mate-
rials interleaved with workpieces of the iron nitride material
including Fe (N, phase domains. In other examples, as
described with reference to FIG. 14, the additional iron or
nonmagnetic materials may be introduced into the iron
nitride material including Fe, N, phase domains using ion
implantation and/or cluster implantation. Example nonmag-
netic elements (e.g., atoms) or compounds (e.g., molecules)
that can be used include Al, Cu, Ti, Mn, Zr, Ta, B, C, Ni, Ru,
Si0,, AL, O, or combinations thereof. The iron or nonmag-
netic materials may be introduced as workpieces of material.
The workpieces or Fe or nonmagnetic powders may have
sizes (e.g., thicknesses or diameters) ranging from several
nanometers to several hundred nanometers, and may func-
tion as domain wall pinning sites after pressing process.
Those domain wall pinning sites may enhance the coercivity
of the permanent magnet.

The technique illustrated in FIG. 7 further includes sin-
tering workpieces to form a bulk magnetic material (36). An
example by which multiple workpieces may be sintered
together is illustrated in FIGS. 8A and 8B. For example a
plurality of iron nitride workpieces 42a-42¢ (which include
Fe, N, phase domains) may be interleaved with a plurality
of workpieces 44a, 445 that include iron or nonmagnetic
materials. Although three iron nitride workpieces 42a-42¢
and two workpieces 44qa, 445 that include iron or nonmag-
netic materials are shown in FIGS. 8A and 8B, in other
examples, any number of iron nitride workpieces 42a-42¢
and two workpieces 44a, 44b that include iron or nonmag-
netic materials may be used.

Iron nitride workpieces 42a-42¢ may be arranged so the
<001> axes of the respective iron nitride workpieces 42a-
42¢ are substantially aligned. In examples in which the
<001> axes of the respective iron nitride workpieces 42a-
42c¢ are substantially parallel to a long axis of the respective
one of iron nitride workpieces 42a-42¢, substantially align-
ing the iron nitride workpieces 42a-42¢ may include over-
lying one of iron nitride workpieces 42a-42¢ on another of
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iron nitride workpieces 42a-42¢. Aligning the <001> axes of
the respective iron nitride workpieces 42a-42¢ may provide
uniaxial magnetic anisotropy to magnet material 46 (FIG.
8B).

After the workpieces are interleaved as shown in FIG. 8A,
the workpieces may be pressed together and sintered. The
sintering pressure, temperature and duration may be selected
to mechanically join the workpieces while maintaining the
crystal structure of the iron nitride workpieces 42a-42¢,
(e.g., as including the Fe, ;N phase domains). Thus, in some
examples, the sintering step may be performed at a relatively
low temperature. For example, the sintering temperature
may be below about 250° C., such as between about 120° C.
and about 250° C., between about 150° C. and about 250°
C., between about 120° C. and about 200° C., between about
150° C. and about 200° C., or about 150° C. The sintering
pressure may be between, for example, about 0.2 gigapascal
(GPa) and about 10 GPa. The sintering time may be at least
about 5 hours, such as at least about 20 hours, or between
about 5 hours and about 100 hours, or between about 20
hours and about 100 hours, or about 40 hours. The sintering
time, temperature, and pressure may be affected by the
materials in workpieces 44a, 445 that include iron or non-
magnetic materials. The sintering may be performed in an
ambient atmosphere, a nitrogen atmosphere, a vacuum, or
another inert atmosphere.

After the sintering iron nitride workpieces 42a-42¢ and
two workpieces 44a, 445 that include iron or nonmagnetic
materials, a bulk magnetic material 46 may be formed. Bulk
magnetic material 46 may include both exchange spring
coupling between FegN and Fe (N, and domain wall pin-
ning sites provided by the iron or nonmagnetic materials. In
this way, bulk magnetic material 46 may possess a desirably
high energy product, which may approach that of pure
Fe, N, (about 134 MGOQe).

Bulk magnetic material 46 may be formed by a plurality
of different techniques which fall within the general tech-
nique described with respect to FIG. 7. Examples of these
different techniques are described with reference to FIGS. 9,
12, 14, and 15, and other techniques for forming bulk
magnetic material 46 will be apparent based on the contents
of this disclosure.

FIG. 9 is a flow diagram illustrating an example technique
for forming a bulk material including Fe, N, magnetically
hard domains exchange-spring coupled with Fe,N magneti-
cally soft domains, with domain wall pinning sites. The
technique of FIG. 9 includes forming a textured iron work-
piece (52). In some examples, the textured iron workpiece
may include textured iron sheets 74a and 746 (FIG. 10). In
other examples, the textured iron workpiece may include
another workpiece, such as a fiber, a wire, a filament, a
cable, a film, a thick film, a foil, a ribbon, or the like. The
textured iron workpiece may be formed using, for example,
belt casting. FIG. 10 is a conceptual diagram illustrating one
example apparatus 60 for fast belt casting to texture an
example iron workpiece.

Fast belt casting apparatus 60 may include an ingot
chamber 66 which contains molten iron ingot 62, and is
heated by heating source 64, e.g., in the form of a heating
coil. In some examples, the temperature of molten iron ingot
62 within ingot chamber 66 may be greater than about 1800
Kelvin (K; about 1526.85° C.). The pressure of the iron
ingot 62 within ingot chamber 66 may be between about
0.06 MPa and about 0.12 MPa.

Molten iron ingot 62 flows out of ingot chamber 66
through nozzle head 68 to form iron strip 70. Iron strip 70
is fed into the gap zone between the surfaces of first pinch
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roller 72a and second pinch roller 724 (collectively, “pinch
rollers 72”), which are rotated in opposite directions. In
some examples, the distance from nozzle head 68 to the
surfaces of pinch rollers 72 may be between about 2 mm and
about 10 mm, such as about 4 mm.

In some examples, the rotation speed of first pinch roller
72a and second pinch roller 726 may vary from approxi-
mately 10 rotations per minute (rpm) to 1000 rpm, and the
rotation speed of the rollers 72 may be approximately the
same. In some examples, pinch rollers 72 are actively
cooled, e.g., using water cooling, which maintains the sur-
faces of rollers 72 at a temperature below the temperature of
iron strip 70 and aids in cooling and casting iron strip 70. For
example, the temperatures of pinch rollers 72 may be
maintained between about 300 K (about 26.85° C.) and
about 400 K (about 126.85° C.). The pressure exerted on
iron ingot by pinch rollers 72 may be between about 0.04
MPa and about 0.1 MPa.

After iron strip 70 is pressed between pinch rollers 72 and
cooled, iron strip 70 forms textured iron sheets 74a and 745.
In some examples, textured iron sheets 74a and 744 (col-
lectively, “textured iron sheets 74”") may form textured iron
ribbons with at least one dimension (e.g., a thickness)
between about 1 um and about 10 mm, such as between
about 5 pm and about 1 mm (either individually or after
compression of multiple iron workpieces). Each of textured
iron sheets 74 may include, for example, a (100) or (110)
crystal texture. In other words, a major surface of each of
textured iron sheets 74 may be parallel to the (100) or (110)
surfaces of all or substantially all of the iron crystals within
the respective one of textured iron sheets 74. By using a
textured iron sheet 74 in which all or substantially all of the
iron crystals have substantially aligned crystal axes in the
subsequent processing steps, anisotropy formed when form-
ing the Fe,N and Fe N, phase domains may be substan-
tially aligned among the crystals.

Following formation of textured iron sheets 74 (52), N+
ions may be implanted in the each of textured iron sheets 74
using ion implantation (12). The N+ ions may be implanted
in the textured iron sheet 74a and/or 745 using techniques
and parameters similar to those described with reference to
FIG. 1. For example, the implant energy used to implant the
N+ ions may be selected based at least in part on the
dimensions (e.g., thickness) of the respective one of textured
iron sheets 74 in which the N+ ions are being implanted
while avoiding overly significant damage to the one of
textured iron sheets 74, including the crystal lattice of the
iron crystals in the one of textured iron sheets 74. For
example, while higher implant energies may allow implan-
tation of the N+ ions at a greater average depth, higher
implant energies may increase the damage to textured iron
sheets 74, including damaging the crystal lattice of the iron
crystals and ablating some of the iron atoms due to the
impact of the N+ ions. Hence, in some examples, the implant
energy may be limited to be below about 180 keV, such as
about 100 keV.

In some examples, the incident angle of implantation may
be about zero degrees (e.g., substantially perpendicular to
the surface of the textured iron sheets 74). In other examples,
the incident angle of implantation may be adjusted to reduce
lattice damage. For example, the incident angle of implan-
tation may be between about 3° and about 7° from perpen-
dicular.

The temperature of the textured iron sheets 74 during the
ion implantation also may be controlled. In some examples,
the temperature of the textured iron sheets 74 may be
between about room temperature and about 500° C.
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Additionally, the fluency of N+ ions may be selected to
implant a desired dose of N+ ions within the respective one
of textured iron sheets 74. In some examples, the fluency of
N+ ions may be selected to implant approximately stoichio-
metric number of N+ ions within the respective one of
textured iron sheets 74. The stoichiometric ratio of iron to
nitrogen in Fe, (N, is 8:1. Thus, the approximate number of
iron atoms in the respective one of textured iron sheets 74
may be determined, and a number of N+ ions equal to
approximately & (12.5%) of the iron atoms may be
implanted in the one of textured iron sheets 74, such as
between about 8 at. % and about 15 at. %.

Once the selected number of N+ ions has been implanted
in the textured iron sheet 74a or 745 to form a textured iron
nitride sheet, the textured iron nitride sheet may be annealed
to allow diffusion of N+ ions into appropriate positions
within the iron crystals to form Fe,; (N, phase domains and
FegN phase domains within the textured iron nitride sheet
(16). The annealing at this step may be similar to the
post-annealing step described with respect to FIG. 1. As
shown in FIG. 3, annealing at relatively low temperatures
allows transformation of partial FegN disordered phase into
Fe, (N, ordered phase. In some examples, the post-annealing
step may be carried out at a temperature below about 250°
C., such as between about 120° C. and about 214° C.,
between about 120° C. and about 200° C., between about
150° C. and about 200° C. or at about 150° C. The
post-annealing step may be performed in a nitrogen (N,) or
argon (Ar) atmosphere, or in a vacuum or near-vacuum.

The temperature and duration of the post-annealing step
may be selected based on, for example, a size of the textured
iron nitride workpiece (e.g., the textured iron nitride sheet)
and a diffusion coeflicient of nitrogen atoms in iron at the
post-annealing temperature. Based on these factors, the
temperature and duration may be selected to provide suffi-
cient time for nitrogen atoms to diffuse to locations within
the textured iron nitride workpiece to form Fe, (N, domains.

Additionally, the temperature and duration of the post-
annealing step may be selected based on a desired volume
fraction of Fe, (N, phase domains in the textured iron nitride
workpiece. For example, at a selected temperature, a longer
post-annealing step may result in a higher volume fraction of
Fe, N,. Similarly, for a given post-annealing step duration,
a higher temperature may result in a higher volume fraction
of Fe,(N,. However, for durations above a threshold value,
the additional volume fraction of Fe, N, may be limited or
eliminated, as the volume fraction of Fe, N, reaches a
relatively stable value. The duration of the post-annealing
step may be at least about 5 hours, such as at least about 20
hours, or between about 5 hours and about 100 hours, or
between about 20 hours and about 100 hours, or about 40
hours.

During the post-annealing step, the textured iron nitride
workpiece may be subjected to a strain to facilitate trans-
formation of at least some of the bee iron crystals into a bet
crystal structure. The stain may be exerted on the texture
iron nitride workpiece using a variety of strain inducing
apparatuses. For example, a first end of the textured iron
nitride workpiece may be received by (e.g., wound around)
a first roller and a second end of the textured iron nitride
workpiece may be received by (e.g., wound around) a
second roller. The rollers may be rotated in opposite direc-
tions to exert a tensile force on the textured iron nitride
workpiece.

In other examples, opposite ends the textured iron nitride
workpiece may be gripped in mechanical grips, e.g., clamps,
and the mechanical grips may be moved away from each
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other to exert a tensile force on the textured iron nitride
workpiece. FIG. 11 is a conceptual diagram illustrating
another example apparatus with which the textured iron
nitride workpiece can be strained as described herein. Appa-
ratus 80 may include first clamp 82 and second clamp 84,
which may secure opposing ends of a textured iron nitride
workpiece 90 by tightening screws 86a-86d. Once the iron
workpiece 90 is secured in apparatus 80, bolt 88 may be
turned to rotate the threaded body of bolt 88 and increase the
distance between first clamp 82 and second clamp 84. The
increase in distance between clamps 82 and 84 exerts a
tensile force on textured iron nitride workpiece 90. The
value of the elongation or stress generated by the rotation of
bolt 88 may be measured by any suitable gauge, such as,
e.g., a strain gauge. In some examples, apparatus 80 may be
placed in a furnace (e.g., a tube furnace) or other heated
environment to allow heating of textured iron nitride work-
piece 90 during and/or after textured iron nitride workpiece
90 is strained by apparatus 80.

A strain inducing apparatus may strain the textured iron
nitride workpiece 90 to a certain elongation. For example,
the strain on the textured iron nitride workpiece 90 may be
between about 0.1% and about 7%. In other examples, the
strain on the textured iron nitride sheet 90 may be less than
about 0.1% or greater than about 7%. In some examples,
exerting a certain strain on the textured iron nitride work-
piece 90 may result in a substantially similar strain on
individual unit cells of the iron crystals, such that the unit
cell is elongated along the <001> axis between about 0.1%
and about 7%.

A cross-sectional area of the textured iron nitride work-
piece (in a plane substantially orthogonal to the direction in
which the iron workpiece is stretched/strained) may affect an
amount of force that must be applied to the textured iron
nitride workpiece to result in a given strain. For example, the
application of approximately 144 N of force to a textured
iron nitride workpiece with a cross-sectional area of about
0.00785 mm* may result in about a 7% strain. As another
example, the application of approximately 576 N of force to
a textured iron nitride workpiece with a cross-sectional area
of about 0.0314 mm® may result in about a 7% strain. As
another example, the application of approximately 1296 N
of force to a textured iron nitride workpiece with a cross-
sectional area of about 0.0707 mm? may result in about a 7%
strain. As another example, the application of approximately
2304 N of force to a textured iron nitride workpiece with a
cross-sectional area of about 0.126 mm? may result in about
a 7% strain. As another example, the application of approxi-
mately 3600 N of force to a textured iron nitride workpiece
with a cross-sectional area of about 0.196 mm> may result in
about a 7% strain.

The post-annealing and straining step results in formation
of Fe (N, phase domains within domains of FegN, and other
Fe and/or iron nitride compositions, e.g., as shown in FIG.
6. Because the textured iron nitride workpiece is structured
on a nanometer scale (e.g., the Fe,N domains 22 and Fe (N,
domains 24 are on the order of nanometers), magnetic
coupling between the magnetically hard Fe, ;N, domains 24
and the magnetically soft Fe,N domains 22 may occur
substantially throughout the workpiece. Because the Fe, (N,
and Fe,N crystals have substantially similar crystalline
structure, the material can be naturally crystallographically
coherent, meaning having an aligned easy axis, which
produces anisotropy. This may facilitate exchange coupling
through phase boundaries between Fe, (N, and FegN.

Together, the steps of forming the textured iron workpiece
(e.g., textured iron sheet) (52), implanting N+ ions using ion
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implantation (12) and annealing (16) in FIG. 9 may consti-
tute forming an iron nitride material including Fe, ([N, phase
domains (32), shown in FIG. 7. The technique of FIG. 9 also
may include introducing additional iron or nonmagnetic
materials between workpieces (e.g., sheets) of iron nitride
(54), which is an example of introducing additional iron or
nonmagnetic materials (34), described with reference to
FIG. 7. Example nonmagnetic elements (e.g., atoms) or
compounds (e.g., molecules that can be used include Al, Cu,
Ti, Mn, Zr, Ta, B, C, Ni, Ru, Si0,, Al,O;, or combinations
thereof.

The iron or nonmagnetic materials may be introduced as
workpieces of material or powders, and may be introduced
between workpieces of textured iron nitride including the
Fe, ;N, phase domains. The workpieces of material or Fe or
nonmagnetic powders may have sizes (e.g., thicknesses or
diameters) ranging from several nanometers to several hun-
dred nanometers, and may function as domain wall pinning
sites after sintering process. Those domain wall pinning sites
may enhance the coercivity of the permanent magnet.

The technique of FIG. 9 also may include sintering the
workpieces (e.g., sheets) to form a bulk magnetic material
(36). As described with respect to FIGS. 7, 8A, and 8B, the
sintering pressure, temperature and duration may be selected
to mechanically join the workpieces while maintaining the
crystal structure of the textured iron nitride workpieces,
(e.g., as including the Fe, (N, phase domains). Thus, in some
examples, the sintering step may be performed at a relatively
low temperature. For example, the sintering temperature
may be below about 250° C., such as between about 120° C.
and about 250° C., between about 150° C. and about 250°
C., between about 120° C. and about 200° C., between about
150° C. and about 200° C., or about 150° C. The sintering
pressure may be between, for example, about 0.2 GPa and
about 10 GPa. The sintering time may be at least about 5
hours, such as at least about 20 hours, or between about 5
hours and about 100 hours, or between about 20 hours and
about 100 hours, or about 40 hours. The sintering time,
temperature, and pressure may be affected by the materials
in workpieces 44a, 445 that include iron or nonmagnetic
materials.

After sintering together the textured iron nitride work-
pieces with the iron or nonmagnetic materials, a bulk
magnetic material (e.g., a bulk permanent magnet) may be
formed. The bulk magnetic material may include both
exchange spring coupling between Fe,N and Fe, N, and
domain wall pinning sites provided by the iron or nonmag-
netic materials. In this way, the bulk magnetic material may
possess a desirably high energy product, which may
approach that of pure Fe, N, (about 134 MGOe).

FIG. 12 is a flow diagram illustrating an example tech-
nique for forming a bulk material including Fe, ;N, mag-
netically hard domains exchange-spring coupled with Fe N
magnetically soft domains, with domain wall pinning sites.
The technique of FIG. 12 includes forming a textured iron
nitride workpiece (e.g., a textured iron nitride sheet) (92).
The textured iron nitride workpiece may be formed using,
for example, belt casting. FIG. 13 is a conceptual diagram
illustrating one example apparatus 100 for fast belt casting
to texture an example iron nitride workpiece.

Fast belt casting apparatus 10 may include an ingot
chamber 66 which contains molten iron ingot 62, and is
heated by heating source 64, e.g., in the form of a heating
coil. In some examples, the temperature of molten iron ingot
62 within ingot chamber 66 may be greater than about 1800
Kelvin (K; about 1526.85° C.). The pressure of the iron
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ingot 62 within ingot chamber 66 may be between about
0.06 MPa and about 0.12 MPa.

Ingot chamber 66 also includes a nitrogen inlet 102,
through which a nitrogen source is introduced into molten
iron ingot 62 to form a molten iron nitride mixture 104.
Nitrogen may be provided through nitrogen inlet 102 in a
variety of forms or from a variety of sources. For example,
nitrogen may be provided in the form of ammonia, ammo-
nium azide, or urea, which may be introduced through
nitrogen inlet 102, and then break down to release nitrogen
atoms upon mixing with molten iron in molten iron nitride
mixture 104.

In some examples, the nitrogen source may be provided
to result in an approximately stoichiometric number of
nitrogen atoms within the iron nitride mixture 104. The
stoichiometric ratio of iron to nitrogen in Fe [N, is 8:1.
Thus, the approximate number of iron atoms in iron nitride
mixture 104 may be determined, and a number of nitrogen
atoms equal to approximately % (12.5%) of the iron atoms
may be provided through nitrogen inlet 102 to the iron
nitride mixture 104, such as between about 8 at. % and about
15 at. %.

Molten iron nitride mixture 104 flows out of ingot cham-
ber 66 through nozzle head 68 to form iron nitride strip 106.
Tron nitride strip 106 is fed into the gap zone between the
surfaces of first pinch roller 72a and second pinch roller 725
(collectively, “pinch rollers 72”), which are rotated in oppo-
site directions. In some examples, the distance from nozzle
head 68 to the surfaces of pinch rollers 72 may be between
about 1 mm and about 50 mm, such as about 4 mm.

In some examples, the rotation speed of first pinch roller
72a and second pinch roller 726 may vary from approxi-
mately 10 rotations per minute (rpm) to 1000 rpm, and the
rotation speed of the rollers 72 may be approximately the
same. In some examples, pinch rollers 72 are actively
cooled, e.g., using water cooling, which maintains the sur-
faces of rollers 72 at a temperature below the temperature of
iron nitride strip 106 and aids in cooling and casting iron
nitride strip 106. For example, the temperatures of pinch
rollers 72 may be maintained between about 300 K (about
26.85° C.) and about 400 K (about 126.85° C.). The pressure
exerted on the iron nitride strip 106 by pinch rollers 72 may
be between about 0.04 MPa and about 0.1 MPa.

After iron nitride strip 106 is pressed between pinch
rollers 72 and cooled, iron nitride strip 106 forms textured
iron nitride sheets 108¢ and 1085. In some examples,
textured iron nitride sheets 108a and 1085 (collectively,
“textured iron nitride sheets 108") may form textured iron
nitride ribbon with at least one dimension (e.g., a thickness)
between about 1 um and about 10 mm, such as between
about 5 um and about 1 cm (either individually or after
compression of multiple textured iron nitride sheets 108).
Each of textured iron nitride sheets 108 may include, for
example, a (100) or (110) crystal texture. In other words, a
major surface of each of textured iron nitride sheets 108 may
be parallel to the (100) or (110) surfaces of all or substan-
tially all of the iron crystals within the respective one of
textured iron nitride sheets 108. By using a textured iron
nitride sheet 1084 or 1085 in which all or substantially all of
the iron crystals have substantially aligned crystal axes in
the subsequent processing steps, anisotropy formed when
forming the Fe,N and Fe, (N, phase domains may be sub-
stantially aligned among the crystals.

After forming textured iron nitride sheets 108 (92), the
textured iron nitride sheets 108 may be annealed to form
Fe,;N, phase domains and FegN phase domains (16). This
step may be similar to or substantially the same as described
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with respect to FIGS. 1 and 9. For example, the post-
annealing step may be carried out at a temperature below
about 250° C., such as between about 120° C. and about
214° C., between about 120° C. and about 200° C., between
about 150° C. and about 200° C., or at about 150° C. The
post-annealing step may be performed in a nitrogen (N,) or
argon (Ar) atmosphere, or in a vacuum or near-vacuum. The
duration of the post-annealing step may be at least about 5
hours, such as at least about 20 hours, or between about 5
hours and about 100 hours, or between about 20 hours and
about 100 hours, or about 40 hours.

The temperature and duration of the post-annealing step
may be selected based on, for example, a size of the textured
iron nitride workpiece (e.g., textured iron nitride sheet), a
diffusion coeflicient of nitrogen atoms in iron at the post-
annealing temperature, and a desired volume fraction of
Fe, (N, phase domains in the textured iron nitride work-
piece. Based on these factors, the temperature and duration
may be selected to provide sufficient time for nitrogen atoms
to diffuse to locations within the textured iron nitride work-
piece to form Fe, ;N, domains.

During the post-annealing step, the textured iron nitride
workpiece may be subjected to a strain to facilitate trans-
formation of at least some of the bece iron crystals into a bet
crystal structure. A strain inducing apparatus may strain the
textured iron nitride workpiece to a certain elongation. For
example, the strain on the textured iron nitride workpiece
may be between about 0.1% and about 7%. In other
examples, the strain on the textured iron nitride workpiece
may be less than about 0.1% or greater than about 7%. In
some examples, exerting a certain strain on the textured iron
nitride workpiece may result in a substantially similar strain
on individual unit cells of the iron crystals, such that the umt
cell is elongated along the <001> axis between about 0.1%
and about 7%.

Together, the steps of forming the textured iron nitride
workpiece (e.g., sheet) (92) and annealing the textured iron
nitride workpiece (16) in FIG. 12 may constitute forming an
iron nitride material including Fe, (N, phase domains (32),
shown in FIG. 7. The technique of FIG. 12 also may include
introducing additional iron or nonmagnetic materials
between workpieces (e.g., sheets) of iron nitride (54), which
is an example of introducing additional iron or nonmagnetic
materials (34), described with reference to FIG. 7. Example
nonmagnetic elements (e.g., atoms) or compounds (e.g.,
molecules) that can be used include Al, Cu, Ti, Mn, Zr, Ta,
B, C, Ni, Ru, SiO,, Al,O,, or combinations thereof.

The iron or nonmagnetic materials may be introduced as
workpieces of material or powders, and may be introduced
between workpieces of texture iron nitride including the
Fe, N, phase domains. The workpieces or material or Fe or
nonmagnetic powders may have sizes (e.g.. thicknesses or
diameters) ranging from several nanometers to several hun-
dred nanometers, and may function as domain wall pinning
sites after sintering process. Those domain wall pinning sites
may enhance the coercivity of the permanent magnet.

The technique of FIG. 12 also may include sintering the
workpieces (e.g., sheets) to form a bulk magnetic material
(36). As described with respect to FIGS. 7, 8A, and 8B, the
sintering pressure, temperature and duration may be selected
to mechanically join the workpieces while maintaining the
crystal structure of the textured iron nitride workpieces,
(e.g., as including the Fe, [N, phase domains). Thus, in some
examples, the sintering step may be performed at a relatively
low temperature. For example, the sintering temperature
may be below about 250° C., such as between about 120° C.
and about 250° C., between about 150° C. and about 250°
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C., between about 120° C. and about 200° C., between about
150° C. and about 200° C., or about 150° C. The sintering
pressure may be between, for example, about 0.2 GPa and
about 10 GPa. The sintering time may be at least about 5
hours, such as at least about 20 hours, or between about 5
hours and about 100 hours, or between about 20 hours and
about 100 hours, or about 40 hours. The sintering time,
temperature, and pressure may be affected by the materials
in workpieces 44a, 445 that include iron or nonmagnetic
materials.

After sintering together the textured iron nitride work-
pieces with the iron or nonmagnetic materials, a bulk
magnetic material (e.g., a bulk permanent magnet) may be
formed. The bulk magnetic material may include both
exchange spring coupling between FegN and Fe, N, and
domain wall pinning sites provided by the iron or nonmag-
netic materials. In this way, the bulk magnetic material may
possess a desirably high energy product, which may
approach that of pure Fe, N, (about 134 MGOe).

FIG. 14 is a flow diagram illustrating an example tech-
nique for forming a bulk material including Fe, N, mag-
netically hard domains exchange-spring coupled with Fe N
magnetically soft domains, with domain wall pinning sites.
The technique of FIG. 14 is similar to the technique
described with respect to FIG. 9; however, instead of intro-
ducing additional iron or nonmagnetic materials between
workpieces (e.g., sheets) of iron nitride (54), the technique
of FIG. 14 includes doping the textured iron nitride work-
pieces including Fe, N, phase domains using ion implan-
tation or cluster implantation (108). Hence, the technique of
FIG. 14 may include forming a textured iron workpiece (52),
e.g., using belt casting. The technique of FIG. 14 also may
include implanting N+ ions in the textured iron workpiece
using ion implantation (12) to form a textured iron nitride
workpiece and annealing the textured iron nitride workpiece
to form Fe, (N, phase domains (16).

The technique of FIG. 14 then includes doping the tex-
tured iron nitride workpieces including Fe, N, phase
domains using ion implantation or cluster implantation
(108). Example nonmagnetic elements (e.g., atoms) or com-
pounds (e.g., molecules) that can be used to dope the
textured iron nitride workpieces include Al, Cu, Ti, Mn, Zr,
Ta, B, C, Ni, Ru, SiO,, Al,O;, or combinations thereof. By
implanting these elements or compounds within the textured
iron nitride workpieces, the domain wall pinning effect may
be increased compared to the examples in which particles or
workpieces of these materials are interleaved with the tex-
tured iron nitride workpieces before sintering the work-
pieces together. Increase domain wall pinning effects may
improve magnetic properties of the final bulk magnetic
material, including the coercivity of the bulk magnetic
material.

The technique of FIG. 14 also includes sintering the
doped, textured iron nitride workpieces to form the bulk
magnetic material (36). As described with respect to FIGS.
7, 8A, and 8B, the sintering pressure, temperature and
duration may be selected to mechanically join the work-
pieces while maintaining the crystal structure of the textured
iron nitride workpieces, (e.g., as including the Fe, (N, phase
domains). Thus, in some examples, the sintering step may be
performed at a relatively low temperature. For example, the
sintering temperature may be below about 250° C., such as
between about 120° C. and about 250° C., between about
150° C. and about 250° C., between about 120° C. and about
200° C., between about 150° C. and about 200° C., or about
150° C. The sintering pressure may be between, for
example, about 0.2 GPa and about 10 GPa. The sintering
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time may be at least about 5 hours, such as at least about 20
hours, or between about 5 hours and about 100 hours, or
between about 20 hours and about 100 hours, or about 40
hours. The sintering time, temperature, and pressure may be
affected by the materials in workpieces 44a, 445 that include
iron or nonmagnetic materials.

After sintering together the textured iron nitride work-
pieces with the iron or nonmagnetic materials, a bulk
magnetic material (e.g., a bulk permanent magnet) may be
formed. The bulk magnetic material may include both
exchange spring coupling between Fe;N and Fe, N, and
domain wall pinning sites provided by the iron or nonmag-
netic materials. In this way, the bulk magnetic material may
possess a desirably high energy product, which may
approach that of pure Fe, (N, (about 134 MGOe).

FIG. 15 is a flow diagram illustrating an example tech-
nique for forming a bulk material including Fe, (N, mag-
netically hard domains exchange-spring coupled with Fe N
magnetically soft domains, with domain wall pinning sites.
The technique of FIG. 15 will be described with concurrent
reference to FIGS. 16 and 17. FIG. 16 illustrates a concep-
tual diagram of an apparatus with which the iron workpiece
can be strained and exposed to nitrogen. FIG. 17 illustrates
further detail of one example of the cold crucible heating
stage shown in FIG. 16.

The example apparatus of FIG. 16 includes a first roller
122, a second roller 124, and a crucible heating stage 126.
First roller 122 and second roller 124 are configured to
receive a first end 138 and a second end 140, respectively,
of an iron workpiece 128. Iron workpiece 128 defines a
major axis between first end 138 and second end 140. As
best seen in FIG. 17, iron workpiece 128 passes through an
aperture 130 defined by crucible heating stage 126. Crucible
heating stage 126 includes an inductor 132 that surrounds at
least a portion of the aperture 130 defined by crucible
heating stage 126.

The example technique of FIG. 15 includes straining iron
workpiece 128 along a direction substantially parallel (e.g.,
parallel or nearly parallel) to a <001> axis of at least one iron
crystal in the iron workpiece 128 (112). In some examples,
iron workpiece 128 is formed of iron having a body centered
cubic (bee) crystal structure.

In some examples, iron workpiece 128 is formed of a
single bee crystal structure. In other examples, iron work-
piece 128 may be formed of a plurality of bec iron crystals.
In some of these examples, the plurality of iron crystals are
oriented such that at least some, e.g., a majority or substan-
tially all, of the <001> axes of individual unit cells and/or
crystals are substantially parallel to the direction in which
strain is applied to iron workpiece 128. For example, when
the iron is formed as iron workpiece 128, at least some of the
<001> axes may be substantially parallel to the major axis
of the iron workpiece 128, as shown in FIGS. 16 and 17. As
noted above, in some examples, single crystal iron nitride
workpieces may be formed using crucible techniques. In
addition to such crucible techniques, single crystal iron
workpieces may be formed by either the micro melt zone
floating or pulling from a micro shaper to form iron work-
piece 128.

In some examples, iron workpiece 128 may have a
crystalline textured structure. Techniques that may be used
to form crystalline textured (e.g., with desired crystalline
orientation along the certain direction of workpieces) iron
workpiece 128 include fast belt casting as described with
reference to FIGS. 9 and 10.

The stain may be exerted on iron workpiece 128 using a
variety of strain inducing apparatuses. For example, as
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shown in FIG. 16, first end 138 and second end 140 of iron
workpiece 128 may be received by (e.g., wound around) first
roller 122 and second roller 124, respectively, and rollers
122, 124 may be rotated in opposite directions (indicated by
arrows 134 and 135 in FIG. 16) to exert a tensile force on
the iron workpiece 128. In other examples, opposite ends of
iron workpiece 128 may be gripped in mechanical grips,
e.g., clamps, and the mechanical grips may be moved away
from each other to exert a tensile force on the iron workpiece
128, as described above with reference to FIG. 11.

A strain inducing apparatus may strain iron workpiece
128 to a certain elongation. For example, the strain on iron
workpiece 128 may be between about 0.1% and about 7%.
In other examples, the strain on iron workpiece 128 may be
less than about 0.1% or greater than about 7%. In some
examples, exerting a certain strain on iron workpiece 128
may result in a substantially similar strain on individual unit
cells of the iron, such that the unit cell is elongated along the
<001> axis between about 0.1% and about 7%.

A dimension of the iron workpiece, such as, for example,
a diameter of the iron wire or cross-sectional area of the iron
sheet (in a plane substantially orthogonal to the direction in
which the iron sheet is stretched/strained) may affect an
amount of force that must be applied to iron workpiece 128
to result in a given strain. For example, the application of
approximately 144 N of force to an iron wire with a diameter
of about 0.1 mm may result in about a 7% strain. As another
example, the application of approximately 576 N of force to
an iron wire with a diameter of about 0.2 mm may result in
about a 7% strain. As another example, the application of
approximately 1296 N of force to an iron wire with a
diameter of about 0.3 mm may result in about a 7% strain.
As another example, the application of approximately 2304
N of force to an iron wire with a diameter of about 0.4 mm
may result in about a 7% strain. As another example, the
application of approximately 3600 N of force to an iron wire
with a diameter of about 0.5 mm may result in about a 7%
strain.

In some examples, iron workpiece 128 may include
dopant elements which serve to stabilize the Fe (N, phase
constitution once the Fe (N, phase constitution has been
formed. For example, the phase stabilization dopant ele-
ments may include cobalt (Co), titanium (T1), copper (Cu),
zine (Zn), or the like.

As the strain inducing apparatus exerts the strain on iron
workpiece 128 and/or once the strain inducing apparatus is
exerting a substantially constant strain on the iron workpiece
128, iron workpiece 128 may be nitridized (114). In some
examples, during the nitridizing process, iron workpiece 128
may be heated using a heating apparatus. One example of a
heating apparatus that can be used to heat iron workpiece
128 is crucible heating stage 126, shown in FIGS. 16 and 17.

Crucible heating stage 126 defines aperture 130 through
which iron workpiece 128 passes (e.g., in which a portion of
iron workpiece 128 is disposed). In some examples, no
portion of crucible heating stage 126 contacts iron work-
piece 128 during the heating of iron workpiece 128. In some
implementations, this is advantageous as it lower a risk of
unwanted elements or chemical species contacting and dif-
fusing into iron workpiece 128. Unwanted elements or
chemical species may affect properties of iron workpiece
128; thus, it may be desirable to reduce or limit contact
between iron workpiece 128 and other materials.

Crucible heating stage 126 also includes an inductor 132
that surrounds at least a portion of aperture 130 defined by
crucible heating stage 126. Inductor 132 includes an elec-
trically conductive material, such as aluminum, silver, or
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copper, through which an electric current may be passed.
The electric current may by an alternating current (AC),
which may induce eddy currents in iron workpiece 128 and
heat the iron workpiece 128. In other examples, instead of
using crucible heating stage 126 to heat iron workpiece 128,
other non-contact heating sources may be used. For
example, a radiation heat source, such as an infrared heat
lamp, may be used to heat iron workpiece 128. As another
example, a plasma arc lamp may be used to heat iron
workpiece 128.

Regardless of the heating apparatus used to heat iron
workpiece 128 during the nitridizing process, the heating
apparatus may heat iron workpiece 128 to temperature for a
time sufficient to allow diffusion of nitrogen to a predeter-
mined concentration substantially throughout the thickness,
diameter, or internal volume of iron workpiece 128. In this
manner, the heating time and temperature are related, and
may also be affected by the composition and/or geometry of
iron workpiece 128. For example, iron workpiece 128 may
be heated to a temperature between about 125° C. and about
700° C. for between about 2 hours and about 9 hours. In
some examples, iron workpiece 128 may be heated to a
temperature between about 500° C. and about 660° C. for
between about 2 hours and about 4 hours.

In some examples, iron workpiece 128 includes an iron
wire with a diameter of about 0.1 mm. In some of these
examples, iron workpiece 128 may be heated to a tempera-
ture of about 125° C. for about 8.85 hours or a temperature
of about 600° C. for about 2.4 hours, or a temperature of
about 660° C. for about 4 hours. In general, at a given
temperature, the nitridizing process time may be inversely
proportional to a characteristic dimension squared of iron
workpiece 128, such as a diameter of an iron wire or a
thickness of an iron sheet.

In addition to heating iron workpiece 128, nitridizing iron
workpiece 128 (114) includes exposing iron workpiece 128
to an atomic nitrogen substance, which diffuses into iron
workpiece 128. In some examples, the atomic nitrogen
substance may be supplied as diatomic nitrogen (N,), which
is then separated (cracked) into individual nitrogen atoms. In
other examples, the atomic nitrogen may be provided from
another atomic nitrogen precursor, such as ammonia (NH,).
In other examples, the atomic nitrogen may be provided
from urea (CO(NH,),) or ammonium azide ((NH,)N;).

The nitrogen may be supplied in a gas phase alone (e.g.,
substantially pure ammonia, ammonium azide, or urea, or
diatomic nitrogen gas) or as a mixture with a carrier gas. In
some examples, the carrier gas is argon (Ar). The gas or gas
mixture may be provided at any suitable pressure, such as
between about 0.001 Torr (about 0.133 pascals (Pa)) and
about 10 Torr (about 1333 Pa), such as between about 0.01
Torr (about 1.33 Pa) and about 0.1 Torr (about 13.33 Torr).
In some examples, when the nitrogen is delivered as part of
a mixture with a carrier gas, the partial pressure of nitrogen
or the nitrogen precursor (e.g., NH;) may be between about
0.02 and about 0.1.

The nitrogen precursor (e.g., N, or NH;) may be cracked
to form atomic nitrogen substances using a variety of
techniques. For example, the nitrogen precursor may be
heated using radiation to crack the nitrogen precursor to
form atomic nitrogen substances and/or promote reaction
between the nitrogen precursor and iron workpiece 128. As
another example, a plasma arc lamp may be used to split the
nitrogen precursor to form atomic nitrogen substances and/
or promote reaction between the nitrogen precursor and iron
workpiece 28.
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In some examples, iron workpiece 128 may be nitridized
(114) via a urea diffusion process, in which urea is utilized
as a nitrogen source (e.g., rather than diatomic nitrogen or
ammonia). Urea (also referred to as carbamide) is an organic
compound with the chemical formula CO(NH,), that may be
used in some cases as a nitrogen release fertilizer. To
nitridize iron workpiece 128 (114), urea may heated, e.g.,
within a furnace with iron workpiece 128, to generate
decomposed nitrogen atoms which may diffuse into iron
workpiece 128. As will be described further below, the
constitution of the resulting nitridized iron material may be
controlled to some extent by the temperature of the diffusion
process as well as the ratio (e.g., the weight ratio) of iron to
urea used for the process. In other examples, iron workpiece
128 may be nitridized by an implantation process similar to
that used in semiconductor processes for introducing doping
agents.

FIG. 18 is a schematic diagram illustrating an example
apparatus 164 that may be used for nitridizing iron work-
piece 128 via a urea diffusion process. Such a urea diffusion
process may be used to nitridizing iron workpiece 128, e.g.,
when having a single crystal iron, a plurality of crystal
structure, or textured structure. Moreover, iron materials
with different shapes, such as wire, sheet or bulk, can also
be diffused using such a process. For wire material, the wire
diameter may be varied, e.g., from several micrometers to
millimeters. For sheet material, the sheet thickness may be
from, e.g., several nanometers to millimeters. For bulk
material, the material weight may be from, e.g., about 1
milligram to kilograms.

As shown, apparatus 164 includes crucible 166 within
vacuum furnace 168. Iron workpiece 128 is located within
crucible 166 along with the nitrogen source of urea 172. As
shown in FIG. 18, a carrier gas including Ar and hydrogen
is fed into crucible 166 during the urea diffusion process. In
other examples, a different carrier gas or even no carrier gas
may be used. In some examples, the gas flow rate within
vacuum furnace 168 during the urea diffusion process may
be between approximately 5 standard cubic centimeters per
minute (sccm) to approximately 50 scem, such as, e.g., 20
sccm to approximately 50 scem or 5 scem to approximately
20 sccm.

Heating coils 170 may heat iron workpiece 128 and urea
172 during the urea diffusion process using any suitable
technique, such as, e.g., eddy current, inductive current,
radio frequency, and the like. Crucible 166 may be config-
ured to withstand the temperature used during the urea
diffusion process. In some examples, crucible 166 may be
able to withstand temperatures up to approximately 1600° C.

Urea 172 may be heated with iron workpiece 128 to
generate nitrogen that may diffuse into iron workpiece 128
to form an iron nitride material. In some examples, urea 172
and iron workpiece 128 may heated to approximately 650°
C. or greater within crucible 166 followed by cooling to
quench the iron and nitrogen mixture to form an iron nitride
material having a Fe (N, phase constitution substantially
throughout the thickness, diameter, or volume of iron work-
piece 128. In some examples, urea 172 and iron workpiece
128 may heated to approximately 650° C. or greater within
crucible 166 for between approximately 5 minutes to
approximately 1 hour. In some examples, urea 172 and iron
workpiece 128 may be heated to between approximately
1000° C. to approximately 1500° C. for several minutes to
approximately an hour. The time of heating may depend on
nitrogen thermal coeflicient in different temperature. For
example, if the iron workpiece defines a thickness is about
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1 micrometer, the diffusion process may be finished in about
5 minutes at about 1200° C., about 12 minutes at 1100° C.,
and so forth.

To cool the heated material during the quenching process,
cold water may be circulated outside the crucible to rapidly
cool the contents. [n some examples, the temperature may be
decreased from 650° C. to room temperature in about 20
seconds.

As will be described below, in some examples, the tem-
perature of urea 172 and iron workpiece 128 may be
between, e.g., approximately 120° C. and approximately
250° C. to anneal the iron and nitrogen mixture to form an
iron nitride material having a Fe, (N, phase constitution
substantially throughout the thickness, diameter, or volume
of iron workpiece 128. Urea 172 and iron workpiece 128
may be at the annealing temperature, e.g., for at least about
1 hour. Such an annealing process could be used in addition
to or as an alternative to other nitrogen diffusion techniques,
e.g., when the iron material is single crystal iron workpiece,
or textured iron workpiece with at least one dimension in the
micrometer level. In each of annealing and quenching,
nitrogen may diffuse into iron workpiece 128 from the
nitrogen gas or gas mixture including Ar plus hydrogen
carrier gas within furnace 68. In some examples, gas mixture
may have a composition of approximately 86% Ar+4%
H,+10% N,. In other examples, the gas mixture may have
a composition of 10% N,+90% Ar or 100% N, or 100% Ar.

As will be described further below, the constitution of the
iron nitride material formed via the urea diffusion process
may be dependent on the weight ratio of urea to iron used.
As such, in some examples, the weight ratio of urea to iron
may be selected to form an iron nitride material having a
Fe, N, phase constitution. However, such a urea diffusion
process may be used to form iron nitride materials other than
that having a Fe, (N, phase constitution, such as, e.g., Fe,N,
Fe;N, Fe N, FegN, and the like.

Regardless of the technique used to nitridize iron work-
piece 128 (14), the nitrogen may be diffused into iron
workpiece 128 to a concentration of between about 8 atomic
percent (at. %) and about 14 at. %, such as about 11 at. %.
The concentration of nitrogen in iron may be an average
concentration, and may vary throughout the volume of iron
workpiece 128. In some examples, the resulting phase
constitution of at least a portion of the nitridized iron
workpiece 128 (after nidtridizing iron workpiece 128 (114))
may be o' phase FegN. The FeN phase constitution is the
chemically disordered counterpart of chemically-ordered
Fe, N, phase. A Fe N phase constitution is also has a bet
crystal structure, and can introduce a relatively high mag-
netocrystalline anisotropy.

In some examples, once iron workpiece 128 has been
nitridized (114), and while still being strained (112), iron
workpiece 128 may be annealed at a temperature for a time
to facilitate diffusion of the nitrogen atoms into appropriate
interstitial spaces within the iron lattice to form Fe, (N, (16).
The annealing process used in FIG. 15 may be similar to or
substantially the same as that described with respect to
FIGS. 1,9, 12, and 14. For example, the post-annealing step
may be carried out at a temperature below about 250° C.,
such as between about 120° C. and about 214° C., between
about 120° C, and about 200° C., between about 150° C. and
about 200° C., or at about 150° C. The post-annealing step
may be performed in a nitrogen (N,) or argon (Ar) atmo-
sphere, or in a vacuum or near-vacuum. The duration of the
post-annealing step may be at least about 5 hours, such as at
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least about 20 hours, or between about 5 hours and about 100
hours, or between about 20 hours and about 100 hours, or
about 40 hours.

The temperature and duration of the post-annealing step
may be selected based on, for example, a size of the textured
iron nitride workpiece, a diffusion coefficient of nitrogen
atoms in iron at the post-annealing temperature, and a
desired volume fraction of Fe, N, phase domains in the
textured iron nitride workpiece. Based on these factors, the
temperature and duration may be selected to provide suffi-
cient time for nitrogen atoms to diffuse to locations within
the textured iron nitride workpiece to form Fe, (N, domains.

Once the annealing process has been completed, iron
workpiece 128 may be cooled under vacuum or an inert
atmosphere, such as argon, to reduce or prevent oxidation.

Although not illustrated in FIG. 15, in some examples, the
technique may include introducing additional iron or non-
magnetic materials between multiple iron workpieces 128
(54) (FIGS. 9 and 12) or doping the iron workpiece 128
using ion implantation or cluster implantation (108) (FIG.
14).

In some examples, iron workpiece 128 may not be a
sufficient size for the desired application. In such examples,
multiple iron workpieces 128 may be formed (each includ-
ing or consisting essentially of a Fe, (N, phase constitution)
and the multiple iron workpieces 128 may be sintered
together to form a larger permanent magnet that includes a
Fe, N, phase constitution (36). As described with respect to
FIGS. 7, 8A, and 8B, the sintering pressure, temperature and
duration may be selected to mechanically join the work-
pieces while maintaining the crystal structure of the textured
iron nitride workpieces, (e.g., as including the Fe, (N, phase
domains). Thus, in some examples, the sintering step may be
performed at a relatively low temperature. For example, the
sintering temperature may be below about 250° C., such as
between about 120° C. and about 250° C., between about
150° C. and about 250° C., between about 120° C. and about
200° C., between about 150° C. and about 200° C., or about
150° C. The sintering pressure may be between, for
example, about 0.2 GPa and about 10 GPa. The sintering
time may be at least about 5 hours, such as at least about 20
hours, or between about 5 hours and about 100 hours, or
between about 20 hours and about 100 hours, or about 40
hours. The sintering time, temperature, and pressure may be
affected by the materials in the workpieces or powder that
include iron or nonmagnetic materials.

After sintering together the textured iron nitride work-
pieces with the iron or nonmagnetic materials, a bulk
magnetic material (e.g., a bulk permanent magnet) may be
formed. The bulk magnetic material may include both
exchange spring coupling between FegN and Fe, N, and
domain wall pinning sites provided by the iron or nonmag-
netic materials. In this way, the bulk magnetic material may
possess a desirably high energy product, which may
approach that of pure Fe, (N, (about 134 MGOe).

Clause 1: A bulk permanent magnetic material comprising
between about 5 volume percent and about 40 volume
percent Fe, (N, phase domains; a plurality of nonmagnetic
elements or compounds forming domain wall pinning sites;
and a balance soft magnetic material, wherein at least some
of the soft magnetic material is magnetically coupled to the
Fe,;N, phase domains via exchange spring coupling.

Clause 2: The bulk permanent magnetic material of clause
1, comprising between about 5 volume percent and about 20
volume percent Fe, [N, phase domains.
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Clause 3: The bulk permanent magnetic material of clause
1, comprising between about 10 volume percent and about
15 volume percent Fe (N, phase domains.

Clause 4: The bulk permanent magnetic material of any of
clauses 1 to 3, wherein the Fe, N, phase domains are
distributed throughout a volume of the bulk permanent
magnetic material.

Clause 5: The bulk permanent magnetic material of any of
clauses 1 to 4, wherein the plurality of nonmagnetic ele-
ments of compounds comprises an element or compound
selected from the group consisting of Al, Cu, Ti, Mn, Zr, Ta,
B, C, Ni, Ru, Si0O,, Al,O;, or combinations thereof.

Clause 6: The bulk permanent magnetic material of any of
clauses 1 to 5, wherein the soft magnetic material is selected
from the group consisting of FegN, Fe,N, Fe, FeCo, and
combinations thereof.

Clause 7: The bulk permanent magnetic material of any of
clauses 1 to 5, wherein the soft magnetic material comprises
FegN.

Clause 8: The bulk permanent magnetic material of any of
clauses 1 to 7, wherein the bulk permanent magnetic com-
prises a plurality of sintered workpieces of iron nitride, each
workpiece of iron nitride including between about 5 volume
percent and about 40 volume percent Fe, ;N phase domains.

Clause 9: The bulk permanent magnetic material of any of
clauses 1 to 8, wherein a smallest dimension of the bulk
permanent magnetic material is greater than about 100
nanometers.

Clause 10: The bulk permanent magnetic material of
clause 9, wherein the smallest dimension is greater than
about 1 micrometer.

Clause 11: The bulk permanent magnetic material of
clause 10, wherein the smallest dimension is greater than
about 100 micrometers.

Clause 12: The bulk permanent magnetic material of any
of clauses 1 to 11, wherein the magnetic material has an
energy product of greater than about 10 MGOQe.

Clause 13: The bulk permanent magnetic material of
clause 12, wherein the magnetic material has an energy
product of greater than about 30 MGOQOe.

Clause 14: The bulk permanent magnetic material of
clause 13, wherein the magnetic material has an energy
product of greater than about 60 MGOQe.

Clause 15: The bulk permanent magnetic material of
clause 14, wherein the magnetic material has an energy
product of greater than about 100 MGOe.

Clause 16: The bulk permanent magnetic material of
clause 12, wherein the magnetic material has an energy
product of between about 60 MGOe and about 135 MGOe.

Clause 17: The bulk permanent magnetic material of any
of clauses 1 to 16, wherein the material is naturally crys-
tallographically coherent.

Clause 18: A method comprising implanting N+ ions in an
iron workpiece using ion implantation to form an iron nitride
workpiece; pre-annealing the iron nitride workpiece to
attach the iron nitride workpiece to a substrate; and post-
annealing the iron nitride workpiece to form Fe, (N, phase
domains within the iron nitride workpiece.

Clause 19: The method of clause 18, wherein implanting
N+ ions in the iron workpiece using ion implantation to form
the iron nitride workpiece comprises accelerating N+ ions to
an energy of less than about 180 kiloelectron volts.

Clause 20: The method of clause 19, wherein accelerating
N+ ions to the energy of less than about 180 kiloelectron-
volts comprises accelerating N+ ions to the energy of about
100 kiloelectronvolts.
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Clause 21: The method of any of clauses 18 to 20, wherein
implanting N+ ions in the iron workpiece using ion implan-
tation to form the iron nitride workpiece comprises provid-
ing N+ ions at a fluence of between about 2x10"%/cm?® and
about 1x10"7/cm?.

Clause 22: The method of any of clauses 18 to 20, wherein
implanting N+ ions in the iron workpiece using ion implan-
tation to form the iron nitride workpiece comprises provid-
ing N+ ions at a fluence of about 8x10"%/cm?.

Clause 23: The method of any of clauses 18 to 22, wherein
implanting N+ ions in the iron workpiece using ion implan-
tation to form the iron nitride workpiece comprises provid-
ing sufficient N+ ions to form an average concentration of
nitrogen in the iron workpiece between about § atomic
percent and about 15 atomic percent.

Clause 24: The method of any of clauses 18 to 22, wherein
implanting N+ ions in the iron workpiece using ion implan-
tation to form the iron nitride workpiece comprises provid-
ing sufficient N+ ions to form an average concentration of
nitrogen in the iron workpiece of about 12.5 atomic percent.

Clause 25: The method of any of clauses 18 to 24, wherein
the iron workpiece defines a thickness of between about 500
nanometers and about 1 millimeter prior to implanting N+
ions in the iron workpiece using ion implantation to form the
iron nitride workpiece.

Clause 26: The method of clause 25, wherein the iron
workpiece defines a thickness of about 500 nanometers prior
to implanting N+ ions in the iron workpiece using ion
implantation to form the iron nitride workpiece.

Clause 27: The method of any of clauses 18 to 26, wherein
the iron workpiece comprises a plurality of iron crystals, and
wherein a major surface of the iron workpiece is substan-
tially parallel (110) surfaces of all or substantially all of the
iron crystals.

Clause 28: The method of any of clauses 18 to 27, wherein
the substrate comprises silicon or gallium arsenide.

Clause 29: The method of clause 28, wherein the substrate
comprises a single crystal silicon substrate with a (111)
major surface.

Clause 30: The method of clause 29, wherein pre-anneal-
ing the iron nitride workpiece to attach the iron nitride
workpiece to the substrate comprises pre-annealing the iron
nitride workpiece to attach the iron nitride workpiece to the
(111) major surface of the single crystal silicon substrate.

Clause 31: The method of any of clauses 18 to 30, wherein
pre-annealing the iron nitride workpiece to attach the iron
nitride workpiece to the substrate comprises applying an
external force between about 0.2 gigapascals and about 10
gigapascals between the iron workpiece and the substrate.

Clause 32: The method of any of clauses 18 to 31, wherein
pre-annealing the iron nitride workpiece to attach the iron
nitride workpiece to the substrate comprises heating the iron
nitride workpiece and the substrate to a temperature between
about 450° C. and about 550° C. for between about 30
minutes and about 4 hours.

Clause 33: The method of clause 32, wherein pre-anneal-
ing the iron nitride workpiece to attach the iron nitride
workpiece to the substrate comprises heating the iron nitride
workpiece and the substrate to a temperature of about 500°
C. for between about 30 minutes and about 1 hour.

Clause 34: The method of clause 32 or 33, wherein
pre-annealing the iron nitride workpiece to attach the iron
nitride workpiece to the substrate comprises pre-annealing
the iron nitride workpiece under an atmosphere comprising
nitrogen and argon.

Clause 35: The method of clause 34, wherein pre-anneal-
ing the iron nitride workpiece to attach the iron nitride
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workpiece to the substrate comprises pre-annealing the iron
nitride workpiece under an atmosphere comprising about 10
volume percent nitrogen, about 86 volume percent argon and
about 4 volume percent hydrogen.

Clause 36: The method of any of clauses 18 to 35, wherein
post-annealing the iron nitride workpiece to form Fe, (N,
phase domains within the iron nitride workpiece comprises
heating the iron nitride workpiece and the substrate to a
temperature between about 120° C. and about 250° C. for at
least about 5 hours.

Clause 37: The method of any of clauses 18 to 35, wherein
post-annealing the iron nitride workpiece to form Fe, (N,
phase domains within the iron nitride workpiece comprises
heating the iron nitride workpiece and the substrate to a
temperature between about 120° C. and about 200° C. for
between about 20 hours and about 100 hours.

Clause 38: The method of any of clauses 18 to 35, wherein
post-annealing the iron nitride workpiece to form Fe, (N,
phase domains within the iron nitride workpiece comprises
heating the iron nitride workpiece and the substrate to a
temperature of about 150° C. for between about 20 hours
and about 40 hours.

Clause 39: The method of any of clauses 18 to 38, wherein
post-annealing the iron nitride workpiece to form Fe, N,
phase domains within the iron nitride workpiece comprises
forming between about 5 volume percent and about 40
volume percent of Fe, N, phase domains within the iron
nitride workpiece.

Clause 40: The method of any of clauses 18 to 38, wherein
post-annealing the iron nitride workpiece to form Fe, (N,
phase domains within the iron nitride workpiece comprises
forming between about 10 volume percent and about 20
volume percent of Fe [N, phase domains within the iron
nitride workpiece.

Clause 41: The method of any of clauses 18 to 38, wherein
post-annealing the iron nitride workpiece to form Fe, N,
phase domains within the iron nitride workpiece comprises
forming between about 10 volume percent and about 15
volume percent of Fe (N, phase domains within the iron
nitride workpiece.

Clause 42: The method of any of clauses 18 to 41, wherein
post-annealing the iron nitride workpiece to form Fe, (N,
phase domains within the iron nitride workpiece comprises
forming Fe, (N, distributed throughout a volume of the iron
nitride workpiece.

Clause 43: A method comprising forming a plurality of
workpieces of iron nitride material, each of the plurality of
workpieces including between about 5 volume percent and
about 40 volume percent of Fe, ([N, phase domains; intro-
ducing additional iron or nonmagnetic material between the
plurality of workpieces or within at least one of the plurality
of workpieces of iron nitride material; and sintering together
the plurality of workpieces of iron nitride to form a bulk
magnet including iron nitride with between about 5 volume
percent and about 40 volume percent of Fe (N, phase
domains.

Clause 44: The method of clause 43, wherein forming the
plurality of workpieces of iron nitride material comprises
implanting N+ ions in a textured iron workpiece using ion
implantation to form a textured iron nitride workpiece; and
post-annealing the textured iron nitride workpiece to form
Fe, ;N, phase domains within the textured iron nitride work-
piece.

Clause 45: The method of clause 44, further comprising
forming the textured iron workpiece using fast belt casting.



US 11,217,371 B2

29

Clause 46: The method of clause 44 or 45, wherein the
textured iron workpiece defines a thickness between about 1
micrometer and about 10 millimeters.

Clause 47: The method of clause 44 or 45, wherein the
textured iron workpiece defines a thickness between about 5
micrometer and about 1 millimeter.

Clause 48: The method of any of clauses 44 to 47, wherein
the textured iron workpiece includes a (100) or a (110)
crystal structure.

Clause 49: The method of any of clauses 44 to 48, wherein
implanting N+ ions in the textured workpiece using ion
implantation to form the textured iron nitride workpiece
comprises accelerating N+ ions to an energy of less than
about 180 kiloelectron volts.

Clause 50: The method of any of clauses 44 to 48, wherein
accelerating N+ ions to the energy of less than about 180
kiloelectronvolts comprises accelerating N+ ions to the
energy of about 100 kiloelectronvolts.

Clause 51: The method of any of clauses 44 to 50, wherein
implanting N+ ions in the textured workpiece using ion
implantation to form the textured iron nitride workpiece
comprises providing N+ ions at a fluence of between about
2x10"/cm? and about 1x10*"/cm?.

Clause 52: The method of any of clauses 44 to 50, wherein
implanting N+ ions in the iron workpiece using ion implan-
tation to form the iron nitride workpiece comprises provid-
ing N+ ions at a fluence of between of about 8x10'%/cm?,

Clause 53: The method of any of clauses 44 to 52, wherein
implanting N+ ions in the textured workpiece using ion
implantation to form the textured iron nitride workpiece
comprises providing sufficient N+ ions to form an average
concentration of nitrogen in the textured iron nitride work-
piece between about 8 atomic percent and about 15 atomic
percent.

Clause 54: The method of any of clauses 44 to 52, wherein
implanting N+ ions in the textured workpiece using ion
implantation to form the textured iron nitride workpiece
comprises providing sufficient N+ ions to form an average
concentration of nitrogen in the textured iron nitride work-
piece of about 12.5 atomic percent.

Clause 55: The method of clause 43, wherein forming the
plurality of workpieces of iron nitride material comprises
mixing a nitrogen source in molten iron; fast belt casting the
molten iron to form a textured iron nitride workpiece; and
post-annealing the textured iron nitride workpiece to form
Fe, ;N, phase domains within the textured iron nitride work-
piece.

Clause 56: The method of clause 55, wherein mixing
nitrogen in molten iron comprises mixing the nitrogen
source in molten iron to result in a concentration of nitrogen
atoms in the molten iron between about 8 atomic percent and
about 15 atomic percent.

Clause 57: The method of clause 55, wherein mixing
nitrogen in molten iron comprises mixing the nitrogen
source in molten iron to result in a concentration of nitrogen
atoms in the molten iron of about 12.5 atomic percent.

Clause 58: The method of any of clauses 55 to 57, wherein
the nitrogen source comprises at least one of ammonia,
ammonium azide, or urea.

Clause 59: The method of any of clauses 55 to 58, wherein
the textured iron nitride workpiece includes a (100) or a
(110) crystal structure.

Clause 60: The method of any of clauses 55 to 59, wherein
the textured iron nitride workpiece defines a dimension
between about 1 micrometer and about 10 millimeters.
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Clause 61: The method of any of clauses 55 to 59, wherein
the textured iron nitride workpiece defines a thickness
between about 5 micrometer and about 1 millimeter.

Clause 62: The method of any of clauses 43 to 61, wherein
post-annealing the textured iron nitride workpiece to form
Fe, N, phase domains within the textured iron nitride work-
piece comprises exerting a strain on the textured iron nitride
workpiece between about 0.1% and about 7%; and while
exerting the strain on the textured iron nitride workpiece,
heating the textured iron nitride workpiece to a temperature
between about 120° C. and about 250° C. for at least about
5 hours.

Clause 63: The method of clause 62, wherein heating the
textured iron nitride workpiece to a temperature between
about 120° C. and about 250° C. for at least about 5 hours
comprises heating the textured iron nitride workpiece to a
temperature between about 120° C. and about 200° C. for
between about 20 hours and about 100 hours.

Clause 64: The method of clause 62, wherein heating the
textured iron nitride workpiece to a temperature between
about 120° C. and about 250° C. for at least about 5 hours
comprises heating the textured iron nitride workpiece to a
temperature of about 150° C. for between about 20 hours
and about 40 hours.

Clause 65: The method of any of clauses 44 to 64, wherein
post-annealing the textured iron nitride workpiece to form
Fe, N, phase domains within the textured iron nitride work-
piece comprises forming between about 5 volume percent
and about 40 volume percent of Fe N, phase domains
within the textured iron nitride workpiece.

Clause 66: The method of any of clauses 44 to 64, wherein
post-annealing the textured iron nitride workpiece to form
Fe, (N, phase domains within the textured iron nitride work-
piece comprises forming between about 5 volume percent
and about 20 volume percent of Fe [N, phase domains
within the textured iron nitride workpiece.

Clause 67: The method of any of clauses 44 to 64, wherein
post-annealing the textured iron nitride workpiece to form
Fe, ;N, phase domains within the textured iron nitride work-
piece comprises forming between about 10 volume percent
and about 15 volume percent of Fe (N, phase domains
within the textured iron nitride workpiece.

Clause 68: The method of any of clauses 44 to 67, wherein
post-annealing the textured iron nitride workpiece to form
Fe, ;N, phase domains within the textured iron nitride work-
piece comprises forming Fe (N, distributed throughout a
volume of the textured iron nitride workpiece.

Clause 69: The method of any of clauses 43 to 68, wherein
introducing additional iron or nonmagnetic between the
plurality of workpieces or within at least one of the plurality
of workpieces of iron nitride material comprises implanting
nonmagnetic ions within at least one of the plurality of
workpieces of iron nitride material using ion implantation.

Clause 70: The method of any of clauses 43 to 69, wherein
introducing additional iron or nonmagnetic between the
plurality of workpieces or within at least one of the plurality
of workpieces of iron nitride material comprises implanting
nonmagnetic compounds within at least one of the plurality
of workpieces of iron nitride material using cluster implan-
tation.

Clause 71: The method of any of clauses 43 to 70, wherein
introducing additional iron or nonmagnetic between the
plurality of workpieces or within at least one of the plurality
of workpieces of iron nitride material comprises introducing
workpieces of iron or nonmagnetic material between a first
workpiece and a second workpiece of the plurality of
workpieces of iron nitride material.
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Clause 72: The method of any of clauses 43 to 71, wherein
introducing additional iron or nonmagnetic between the
plurality of workpieces or within at least one of the plurality
of workpieces of iron nitride material comprises introducing
a powder comprising at least one of iron or nonmagnetic
material between a first workpiece and a second workpiece
of the plurality of workpieces of iron nitride material.

Clause 73: The method of any of clauses 43 to 71, wherein
the iron or nonmagnetic material is selected from the group
consisting of Al, Cu, Ti, Mn, Zr, Ta, B, C, Ni, Ru, SiO,,
Al,Q;, or combinations thereof.

Clause 74: The method of any of clauses 43 to 73, wherein
sintering together the plurality of workpieces of iron nitride
to form a bulk magnet including iron nitride with between
about 5 volume percent and about 40 volume percent of
Fe,;N, phase domains comprises heating the plurality of
workpieces including iron nitride material to a temperature
below about 250° C. for at least about 5 hours.

Clause 75: The method of any of clauses 43 to 73, wherein
sintering together the plurality of workpieces of iron nitride
to form a bulk magnet including iron nitride with between
about 5 volume percent and about 40 volume percent of
Fe,;N, phase domains comprises heating the plurality of
workpieces of iron nitride to a temperature below about 250°
C. for at least about 5 hours while applying a pressure of
between about 0.2 gigapascal and about 10 gigapascals to
the plurality of workpieces of iron nitride.

Clause 76: The method of any of clauses 43 to 73, wherein
sintering together the plurality of workpieces of iron nitride
to form a bulk magnet including iron nitride with between
about 5 volume percent and about 40 volume percent of
Fe,;N, phase domains comprises heating the plurality of
workpieces of iron nitride to a temperature between about
120° C. and about 200° C. for between about 20 hours and
about 100 hours while applying a pressure of between about
0.2 gigapascal and about 10 gigapascals to the plurality of
workpieces of iron nitride.

Clause 77: A method comprising forming a plurality of
textured iron nitride workpieces by implanting N+ ions in a
textured iron workpiece using ion implantation to form a
textured iron nitride workpiece comprising between about 8
atomic percent and about 15 atomic percent N+ ions, and
post-annealing the textured iron nitride workpiece to form a
volume fraction of between about 5 volume percent and
about 40 volume percent of Fe, (N, phase domains within
the textured iron nitride workpiece, with a balance soft
magnetic material including FegN, wherein at least some of
the Fe, N, phase domains are magnetically coupled to at
least one of the FegN domains by exchange spring coupling;
introducing nonmagnetic material between a first workpiece
of the plurality of workpieces and a second workpiece of the
plurality of workpieces or within at least one of the plurality
of workpieces of iron nitride; and sintering together the
plurality of workpieces of iron nitride to form a bulk magnet
including iron nitride with between about 5 volume percent
and about 40 volume percent of Fe, (N, phase domains,
wherein the nonmagnetic material forms domain wall pin-
ning sites within the bulk magnet.

Clause 78: The method of clause 77, further comprising
forming the textured iron workpiece using fast belt casting.

Clause 79: The method of clause 77 or 78, wherein the
textured iron workpiece defines a thickness between about 1
micrometer and about 10 millimeters.

Clause 80: The method of clause 77 or 78, wherein the
textured iron workpiece includes a (100) or a (110) crystal
structure.
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Clause 81: The method of any of clauses 77 to 80, wherein
implanting N+ ions in the textured workpiece using ion
implantation to form the texture iron nitride sheet comprises
accelerating N+ ions to the energy of about 100 kiloelec-
tronvolts.

Clause 82: The method of any of clauses 77 to 81, wherein
implanting N+ ions in the iron workpiece using ion implan-
tation to form the iron nitride workpiece comprises provid-
ing N+ ions at a fluence of between of about 8x10'%cm?

Clause 83: The method of any of clauses 77 to 82, wherein
post-annealing the textured iron nitride workpiece to form
Fe, ;N, phase domains within the textured iron nitride work-
piece comprises exerting a strain on the textured iron nitride
workpiece between about 0.1% and about 7%; and while
exerting the strain on the textured iron nitride workpiece,
heating the textured iron nitride workpiece to a temperature
between about 120° C. and about 250° C. for at least about
5 hours.

Clause 84: The method of clause 83, wherein heating the
textured iron nitride workpiece to a temperature between
about 120° C. and about 250° C. for at least about 5 hours
comprises heating the textured iron nitride workpiece to a
temperature between about 120° C. and about 200° C. for
between about 20 hours and about 100 hours.

Clause 85: The method of any of clauses 77 to 84, wherein
post-annealing the textured iron nitride workpiece to form
Fe, N, phase domains within the textured iron nitride work-
piece comprises forming Fe; N, distributed throughout a
volume of the textured iron nitride workpiece.

Clause 86: The method of any of clauses 77 to 85, wherein
introducing additional iron or nonmagnetic between the
plurality of workpieces or within at least one of the plurality
of workpieces of iron nitride material comprises implanting
nonmagnetic ions within at least one of the plurality of
workpieces of iron nitride material using ion implantation.

Clause 87: The method of any of clauses 77 to 86, wherein
introducing additional iron or nonmagnetic between the
plurality of workpieces or within at least one of the plurality
of workpieces of iron nitride material comprises implanting
nonmagnetic compounds within at least one of the plurality
of workpieces of iron nitride material using cluster implan-
tation.

Clause 88: The method of any of clauses 77 to 87, wherein
introducing additional iron or nonmagnetic between the
plurality of workpieces or within at least one of the plurality
of workpieces of iron nitride material comprises introducing
workpieces of iron or nonmagnetic material between a first
workpiece and a second workpiece of the plurality of
workpieces of iron nitride material.

Clause 89: The method of any of clauses 77 to 88, wherein
introducing additional iron or nonmagnetic between the
plurality of workpieces or within at least one of the plurality
of workpieces of iron nitride material comprises introducing
a powder comprising at least one of iron or nonmagnetic
material between a first workpiece and a second workpiece
of the plurality of workpieces of iron nitride material.

Clause 90: The method of any of clauses 77 to 89, wherein
the iron or nonmagnetic material is selected from the group
consisting of Al, Cu, Ti, Mn, Zr, Ta, B, C, Ni, Ru, SiO,,
Al,0;, or combinations thereof.

Clause 91: The method of any of clauses 77 to 90, wherein
sintering together the plurality of workpieces of iron nitride
to form a bulk magnet including iron nitride with between
about 5 volume percent and about 20 volume percent of
Fe, 4N, phase domains comprises heating the plurality of
workpieces of iron nitride to a temperature between about
120° C. and about 200° C. for between about 20 hours and
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about 100 hours while applying a pressure of between about
0.2 gigapascal and about 10 gigapascals to the plurality of
workpieces of iron nitride.

Clause 92: A method comprising forming a plurality of
textured iron nitride workpieces by: mixing a nitrogen
source in molten iron to result in a concentration of nitrogen
atoms in the molten iron between about 8 atomic percent and
about 15 atomic percent, fast belt casting the molten iron to
form a textured iron nitride workpiece, and post-annealing
the textured iron nitride workpiece to form a volume fraction
of between about 5 volume percent and about 40 volume
percent of Fe, N, phase domains within the textured iron
nitride workpiece, with a balance soft magnetic material
including Fe N, wherein at least some of the Fe, N, phase
domains are magnetically coupled to at least one of the Fe N
domains by exchange spring coupling; introducing nonmag-
netic material between a first workpiece of the plurality of
workpieces and a second workpiece of the plurality of
workpieces or within at least one of the plurality of work-
pieces of iron nitride; and sintering together the plurality of
workpieces of iron nitride to form a bulk magnet including
iron nitride with between about 5 volume percent and about
40 volume percent of Fe, [N, phase domains, wherein the
nonmagnetic material forms domain wall pinning sites
within the bulk magnet.

Clause 93: The method of clause 92, wherein the nitrogen
source comprises at least one of ammonia, ammonium azide,
or urea.

Clause 94: The method clause 92 or 93, wherein the
textured iron nitride workpiece includes a (100) or a (110)
crystal structure.

Clause 95: The method of any of clauses 92 to 94, wherein
the textured iron nitride workpiece defines a thickness
between about 1 micrometer and about 10 millimeters.

Clause 96: The method of any of clauses 92 to 95, wherein
post-annealing the textured iron nitride workpiece to form
Fe, ;N, phase domains within the textured iron nitride work-
piece comprises exerting a strain on the textured iron nitride
workpiece between about 0.1% and about 7%; and while
exerting the strain on the textured iron nitride workpiece,
heating the textured iron nitride workpiece to a temperature
between about 120° C. and about 250° C. for at least about
5 hours.

Clause 97: The method of clause 96, wherein heating the
textured iron nitride workpiece to a temperature between
about 120° C. and about 250° C. for at least about 5 hours
comptises heating the textured iron nitride workpiece to a
temperature between about 120° C. and about 200° C. for
between about 20 hours and about 100 hours.

Clause 98: The method of any of clauses 92 to 97, wherein
post-annealing the textured iron nitride workpiece to form
Fe, N, phase domains within the textured iron nitride work-
piece comprises forming Fe (N, distributed throughout a
volume of the textured iron nitride workpiece.

Clause 99: The method of any of clauses 92 to 98, wherein
introducing additional iron or nonmagnetic between the
plurality of workpieces or within at least one of the plurality
of workpieces of iron nitride material comprises implanting
nonmagnetic ions within at least one of the plurality of
workpieces of iron nitride material using ion implantation.

Clause 100: The method of any of clauses 92 to 99,
wherein introducing additional iron or nonmagnetic between
the plurality of workpieces or within at least one of the
plurality of workpieces of iron nitride material comprises
implanting nonmagnetic compounds within at least one of
the plurality of workpieces of iron nitride material using
cluster implantation.
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Clause 101: The method of any of clauses 92 to 100,
wherein introducing additional iron or nonmagnetic between
the plurality of workpieces or within at least one of the
plurality of workpieces of iron nitride material comprises
introducing workpieces of iron or nonmagnetic material
between a first workpiece and a second workpiece of the
plurality of workpieces of iron nitride material.

Clause 102: The method of any of clauses 92 to 101,
wherein introducing additional iron or nonmagnetic between
the plurality of workpieces or within at least one of the
plurality of workpieces of iron nitride material comprises
introducing a powder comprising at least one of iron or
nonmagnetic material between a first workpiece and a
second workpiece of the plurality of workpieces of iron
nitride material.

Clause 103: The method of any of clauses 92 to 102,
wherein the iron or nonmagnetic material is selected from
the group consisting of Al, Cu, Ti, Mn, Zr, Ta, B, C, Ni, Ru,
Si0,, Al,O;, or combinations thereof.

Clause 104: The method of any of clauses 92 to 103,
wherein sintering together the plurality of workpieces of
iron nitride to form a bulk magnet including iron nitride with
between about 5 volume percent and about 20 volume
percent of Fe N, phase domains comprises heating the
plurality of workpieces of iron nitride to a temperature
between about 120° C. and about 200° C. for between about
20 hours and about 100 hours while applying a pressure of
between about 0.2 gigapascal and about 10 gigapascals to
the plurality of workpieces of iron nitride.

Clause 105: A system for performing any of the tech-
niques described herein for forming a magnetic material
including Fe, (N, phase domains.

EXAMPLES
Example 1

FIG. 19 is a line diagram representing an auger measure-
ment of N+ ion concentration as a function of depth in an
iron foil after ion implantation and before annealing the iron
nitride foil. Prior to N+ ion implantation, the iron foil had a
thickness of about 500 nm. N+ ions were accelerated to 100
keV for implantation in the iron film. An N+ ion fluence of
about 8x10'%cm? N+ ions was used to implant N+ ions in
the iron foil. The measurement was performed using auger
electron spectroscopy (AES) with Ar* at the milling source
using a Physical Electronics Industries (PHI) 545 scanning
Auger microprobe, available from Physical Electronics,
Inc., Chanhassen, Minn. The peak position of N+ ion
concentration was about 1000 A or 100 nm, as predicted by
the relationship shown in FIG. 2. Additionally, N+ ions were
implanted at other depths surrounding 1000 A.

Example 2

FIG. 20 is a scatter diagram illustrating nitrogen concen-
trations as a function of depth within an iron foil after
post-annealing for different nitrogen fluencies. Prior to N+
ion implantation, the iron foil had a thickness of about 500
nm. N+ ions were accelerated to 100 keV for implantation
in the iron film. N+ ion fluences of about 2x10'%cm?,
5%10'%/cm?, 8x10'%cm?, and 1x10'7/cm® N+ ions were
used to implant N+ ions in the iron foil. After ion implan-
tation, the iron nitride foil was attached to a (111) silicon
substrate and subjected to a pre-annealing treatment at about
500° C. for about 0.5 hours in a 4% H,+10% N,+86% Ar
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atmosphere. The iron nitride foil was then subjected to a
post-annealing treatment at about 150° C. for about 40 hours
in a vacuum.

As shown in FIG. 20, the thickness of the iron nitride foil
after the post-annealing step was about 450 nm. The loss of
50 nm of thickness is believed to be due to iron losses during
ion bombardment and cleaning during the pre-annealing
step. As shown in FIG. 20, for each of the nitrogen fluencies,
after the post-annealing step, the concentration of nitrogen
within the foil was substantially the same throughout the
foil. The concentration of nitrogen for the 8x10'%cm® N+
ion fluency (upward pointing triangles) ranges from about
12.5 at. % to about 10 at. %, near the stoichiometric ratio of
Fe:N in Fe; (N,.

Example 3

FIGS. 21A and 21B are hysteresis loops of magnetization
versus coercivity for examples of an iron nitride foil pre-
pared using ion implantation. Prior to N+ ion implantation,
the iron foil had a thickness of about 500 nm. N+ ions were
accelerated to 100 keV for implantation in the iron film. N+
ion fluence of about 8x10'%cm® N+ ions were used to
implant N+ ions in the iron foil. After ion implantation, the
iron nitride foil was attached to a (111) silicon substrate and
subjected to a pre-annealing treatment at about 500° C. for
about 0.5 hours in a 4% H,+10% N,+86% Ar atmosphere.
The iron nitride foil was then subjected to a post-annealing
treatment at about 150° C. for about 40 hours in a vacuum.

FIG. 21A illustrates the hysteresis loop of the iron nitride
foil at a temperature of about 5 K. As shown in FIG. 21A,
the pre- and post-annealing treatments resulted in the satu-
ration magnetization increasing from about 2.0 Tesla (T) to
about 2.45 T. The pre- and post-annealing treatments also
increased the coercivity (H,) from about 0 to about 3.2 kOe.

FIG. 21B illustrates the hysteresis loop of the iron nitride
foil at a temperature of about 300 K. As shown in FIG. 21B,
the pre- and post-annealing treatments resulted in the satu-
ration magnetization increasing from about 2.0 T to about
212 T. The pre- and post-annealing treatments also
increased the coercivity (H,) from about 0 to about 26 Oe.
The difference in behavior between the foil tested at 5 K and
the foil tested at about 300 K is believed to be due to defects
within the material that affect the results at the higher
temperature, but whose effects are reduced at the lower
temperature. Hence, the results at 5 K are believed to be
representative of ideal properties of some iron nitride films
prepared using this technique.

Example 4

Pure (110) iron foils with a thickness of about 500 nm
were positioned on mirror-polished (111) Si. Nitrogen ions
of N+ were accelerated to 100 keV and implanted into these
foils vertically and at room temperature with doses of
2x10*%cm?, 5x10'%/cm?, 8x10*%/cm?, and 1x10'7/cm?.
After ion implantation, a two-step annealing process was
applied on the implanted foils. The first step was pre-
annealing at 500° C. in an atmosphere of nitrogen and argon
for about 0.5 hour. After the pre-annealing step, a post-
annealing treatment was performed at about 150° C. for
about 40 hours in vacuum.

The samples were exposed to the same implant energy but
different nitrogen fluencies. FIG. 22 is a line diagram that
illustrates examples of nitrogen depth profiles in iron foils
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before annealing. The nitrogen depth profiles were measured
by Auger Electron Spectroscopy (AES) with Ar+ as the
in-depth milling source.

The nitrogen iniplant range inside the foil was determined
by the implant energy. As shown in FIG. 22, the four
samples with different nitrogen fluencies have the same
implant range (about 160 nm) and same peak position (about
100 nm). This is coincident with the simulation result by
SRIM.

Example 5

Pure (110) iron foils with a thickness of about 500 nm
were positioned on mirror-polished (111) Si. Nitrogen ions
of N+ were accelerated to 100 keV and implanted into these
foils vertically and at room temperature with doses of
2x10*%em?, 5x10%%cm? 8x10*%/cm? and 1x10*7/cm?.
After ion implantation, a two-step annealing process was
applied on the implanted foils. The first step was pre-
annealing at 500° C. in an atmosphere of nitrogen and argon
for about 0.5 hour. After the pre-annealing step, a post-
annealing treatment was performed at about 150° C. for
about 40 hours in vacuum.

FIG. 23 is a scatter diagram illustrating nitrogen concen-
trations as a function of depth within an iron foil after
post-annealing for different nitrogen fluencies. FIG. 23
shows that nitrogen concentrations in the annealed foils are
substantially homogeneous for each nitrogen fluency. The
nitrogen concentration distribution for the iron nitride cor-
responding to 8x10'/cm? has reached to 11 at. %, close to
the stoichiometric ratio of nitrogen in Fe, (N..

Example 6

Pure (110) iron foils with a thickness of about 500 nm
were positioned on mirror-polished (111) Si. Nitrogen ions
of N+ were accelerated to 100 keV and implanted into these
foils vertically and at room temperature with doses of
2x10%%7cm?, 5%10'%cm?, 8x10'%cm?, and 1x10'7/cm?2.
After ion implantation, a two-step annealing process was
applied on the implanted foils. The first step was pre-
annealing at 500° C. in an atmosphere of nitrogen and argon
for about 0.5 hour. After the pre-annealing step, a post-
annealing treatment was performed at about 150° C. for
about 40 hours in vacuum.

The crystal structure of foil samples was characterized
using a Siemens D5005 X-ray diffractometer (XRD) with
Cu Ka radiation source. FIG. 24 illustrates XRD patterns
collected before and after annealing for the foil sample
formed using an 8x10'%cm® fluence of nitrogen ions. For
the spectrum before annealing, besides the silicon substrate
Si (111) peak, a bee Fe (110) peak appears. After annealing,
the emerging Fe, N, (330) (not labeled in FIG. 24) and
(220) peaks indicate that part of bee Fe has been transformed
to Fe (N, phase. FIG. 24 also illustrates a decrease in the
intensity of the Fe N (330) peak after annealing.

Example 7

Pure (110) iron foils with a thickness of about 500 nm
were positioned on mirror-polished (111) Si. Nitrogen ions
of N+ were accelerated to 100 keV and implanted into these
foils vertically and at room temperature with doses of
8x10'%cm?. After ion implantation, a two-step annealing
process was applied on the implanted foils. The first step was
pre-annealing at 500° C. in an atmosphere of nitrogen and
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argon for about 0.5 hour. After the pre-annealing step, a
post-annealing treatment was performed at about 150° C. for
about 40 hours in vacuum.

FIG. 25 is a hysteresis loop of magnetization versus
coercivity for examples of an iron nitride foil prepared using
ion implantation. Prior to ion implantation (curve 182 in
FIG. 25), the magnetic properties of the iron foil were as
expected for an iron single crystal, with remanent magne-
tization being almost equal to saturation magnetization
(about 2.02 T at room temperature). This indicates an easy
axis lying along the in-plane direction. After ion implanta-
tion and a pre-annealing step, saturation magnetization
increased by about 7% compared to the iron foil. After
post-annealing, the saturation magnetization increased by
about 15% compared to the iron foil. After ion implantation,
pre-annealing, and post-annealing, the saturation field (H,)
increased to about 5.3 kOe, indicating a perpendicular
magnetic anisotropy due to the bet structure in Fe,gN,.

Example 8§

Pure (110) iron foils with a thickness of about 500 nm
were positioned on mirror-polished (111) Si. Nitrogen ions
of N+ were accelerated to 100 keV and implanted into these
foils vertically and at room temperature with doses of
2x10%%/cm?®, 5x10'%cm?, 8x10'%cm?, and 1x10'7/cm?>.
After ion implantation, a two-step annealing process was
applied on the implanted foils. The first step was pre-
annealing at 500° C. in an atmosphere of nitrogen and argon
for about 0.5 hour. After the pre-annealing step, a post-
annealing treatment was performed at about 150° C. for
about 40 hours in vacuum.

To determine the chemical state for nitrogen in FeN foils
before and after annealing, X-ray Photoelectron Spectros-
copy (XPS) was used to test the nitrogen binding energy.
FIG. 26 includes two line diagrams illustrating nitrogen
binding energies before and after the annealing treatments.
The binding energy of N'* before annealing is about 401 eV,
indicating a positively charged state, as compared with a
neutral state. This indicates that nitrogen remains its ionized
(N+) state after implantation. The binding energy of nitrogen
shifted to about 397 eV after annealing, corresponding to a
negatively charged state. This suggests that nitrogen has
combined with iron after annealing.

Example 9

Iron nitride samples were prepared using a cold crucible
technique by exposing a strained iron sample to urea, as
described with respect to FIGS. 15-18. The iron sample was
heated to a temperature of about 660° C. for about 4 hours
while being exposed to urea (1 gram urea for each gram of
iron), followed by water-cooling the iron sample.

The iron sample then was cut into wires and stretched
using an apparatus similar to that shown in FIG. 11. Three
wires were strained to different lengths, with the strain being
determined using a strain gauge. The first sample was
subjected to a tensile force of about 830 Newtons (N), which
resulted in a strain of about 2.5%. The second sample was
subjected to a tensile force of about 1328 N, which resulted
in a strain of about 4%. The third sample was subjected to
a tensile force of about 1660 N, which resulted in a strain of
about 5%. Each sample was annealed at about 150° C. for
about 20 hours while being strained the stated amount.

The crystal structure of the three samples then was
characterized using a Siemens D5005 X-ray diffractometer
(XRD) with Cu Ka radiation source. FIGS. 27-29 illustrate
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XRD patterns collected for the three iron nitride samples.
FIG. 27 illustrates the results for the sample strained to
2.5%. The XRD patterns include peaks for Fe, [N, (002),
Fe, N, (301), and Fe N, (004), along with other iron
nitride (Fe,N (111)), iron (Fe (110), Fe (200), and Fe (211)),
and iron oxide (Fe;O,) phases.

FIG. 28 illustrates the results for the sample strained to
4%. The XRD patterns include peaks for Fe (N, (002),
Fe, [N, (301), and Fe N, (004), along with other iron
nitride (Fe,N (111)), iron (Fe (110), Fe (200), and Fe (211)),
and iron oxide (Fe;O,) phases.

FIG. 29 illustrates the results for the sample strained to
5%. The XRD patterns include peaks for Fe, (N, (002) and
Fe, N, (004), along with other iron nitride (Fe,N (111)) and
iron (Fe (200) and Fe (211)) phases.

FIGS. 30-32 are hysteresis loops of magnetization versus
coercivity for examples of iron nitride wires exposed to
different strains (2.5%., 4%, and 5%) during annealing. The
hysteresis loops were measured at room temperature. FIG.
30 illustrates that, after annealing, the sample subjected to a
strain of about 2.5% has a saturation magnetization (M) of
about 138 emu/g. and a coercivity (H,) of about 660 Oe.
FIG. 31 illustrates that, after annealing, the sample subjected
to a strain of about 4% has a saturation magnetization (Ms)
of about 165 emu/g. and a coercivity (Hc) of about 750 Oe.
FIG. 32 illustrates that, after annealing, the sample subjected
to a strain of about 4% has a saturation magnetization (Ms)
of about 170 emu/g. and a coercivity (He) of about 800 Oe.

Example 10

Pure (110) iron foils with 500 nm thickness were posi-
tioned on mirror-polished (111) Si substrates. The surfaces
of the substrates and iron foils were cleaned beforehand. The
foils were directly bonded with the substrate by using a
wafer bonder in fusion mode (SB6, Karl Suss Wafer Bonder)
at 450° C. for 30 minutes. FIG. 33 is an example infrared
image illustrating an iron foil direct bonded to a (111) Si
substrate.

Tons of atomic N* were accelerated to 100 keV and
implanted into the iron foils vertically with fluences ranging
from 2x10"%cm® to 5x10"7/cm? at room temperature. The
samples were exposed to the same implant energy but
different nitrogen fluencies. After that, a two-step post-
annealing process was applied on the implanted foils. The
first annealing step was pre-annealing at 500° C. in a N, and
Ar mixed atmosphere for 30 minutes. The pre-annealing was
followed with post-annealing at 150° C. for 40 hours in
vacuum.

FIG. 34 is a diagram illustrating example nitrogen depth
profiles for the ion implanted sample before the two-step
annealing, which were measured by Auger Electron Spec-
troscopy (AES) with Ar* as the in-depth milling source. FIG.
34 shows the nitrogen distribution before annealing for four
samples with implantation fluencies of 2x10'%cm?, 8x10¢/
cm?, 1x10'7/cm® and 5x10"7/cm?, respectively. The nitro-
gen implant range inside the foil is determined by the
implant energy. As shown in FIG. 1, the four samples have
substantially the same implant range (about 160 nm) and the
substantially the same peak position (about 100 nm). This is
coincident with the simulation result by SRIM.

FIG. 35 is a diagram illustrating example nitrogen depth
profiles after the two-step annealing. Nitrogen concentra-
tions in the foils are substantially homogeneously distrib-
uted throughout the depth of the foils after annealing. The
nitrogen concentration distribution corresponding to 1x10'7/
cm® fluence is about 11 at. %, close to the stoichiometric
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ratio of nitrogen in Fe, ;N,. For the sample with 5x10"7/cn1®
fluence, the nitrogen concentration has surpassed the achiev-
able maximum nitrogen solubility in iron.

The crystal structure of foil samples was characterized
using Siemens D5005 X-ray diffractometer (XRD) with Cu
Ka radiation source. FIG. 36 is a diagram illustrating
example XRD spectra for foil samples with different nitro-
gen fluencies on Si (111) substrate after post-annealing.
Fe,;N, phase always exists at tested all conditions with ion
fluences varied from 2x10*%cm? to 5x10'7/cm?. For ion
fluences of 2x10'%cm? and 8x10'/cm?, only the Fe (N,
phase iron nitride was observed. For the samples with
fluences of 1x10'7/cm® and 5x10"7/cm?, because the nitro-
gen concentrations were larger than 11.1 at. %, the e-iron
nitride (Fe,N) peak was also observed. The FeSi (111) phase
can be observed at all the fluences, indicating an iron silicide
interface appearing due to fusion bonding at 450° C.

FIG. 37 is a diagram illustrating example hysteresis loops
of the sample prepared with 1x10'"/cm?® fluence at different
stages, which were measured in the foil plane using a
Vibrating Sample Magnetometer (VSM) calibrated by a
standard Ni sample at room temperature. The three M-H
loops correspond to the same sample before ion-implanta-
tion, after ion-implantation and a pre-annealing step, and
after ion-implantation and after both pre-annealing and
post-annealing steps. For the pure iron foil before ion-
implantation, its magnetic property is in good agreement
with Fe (110) single crystal. Its remanent magnetization
value is equal to its saturation magnetization value with
4nMs, which is around 2.02 T at room temperature. For the
sample after the ion-implantation and 500° C., 0.5 hr pre-
annealing step, the saturation magnetization increases about
7%. up to 2.15 T. Meanwhile, the remanent magnetization
value after the pre-annealing step was reduced and the
saturation field (Hs) was increased up to about 1000 Oe,
which indicates the existence of the Fe N phase after the
pre-annealing step.

The post-annealing step at 150° C. for 40 hours tremen-
dously changed the MH loop of the sample, which matches
well with the formation of the Fe, N, phase in the sample as
indicated in FIG. 36. As shown by in FIG. 37, a hard
magnetic behavior is clearly observed with a saturation field
of 5.3 kOe. This is consistent with the existence of large
magnetocrystalline anisotropy due to the body-center-te-
tragonal (bct) structure in Fe (N,. Additionally, a 15%
increase in the saturation magnetization is observed in this
sample, which is greater than the VSM testing error. The
absolute M, value is increased to 2.32 T, compared to 2.02
T for the control sample (the starting single crystal iron foil).
XRD pattern as shown in FIG. 36 presents clearly the mixed
phases of Fe and Fe (N, in the sample. The estimated
volume ratio for the Fe, (N, phase in this sample based on
the XRD pattern is about 35%. Thus, the saturation mag-
netization of Fe, [N, phase in this sample is calculated as
about 2.9 T. For this calculation, we assumed that the Fe
matrix in the sample possesses the same saturation magne-
tization as before the ion-implantation and annealing, which
is reasonable since we used the same sample before and after
ion-implantation.
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For the sample with 5x10""/cm® fluence, its magnetic
property before annealing is substantially similar to the
result shown in FIG. 37. However, the magnetic properties
of the film change significantly after the post-annealing, as
shown in FIGS. 38 and 39, with an obvious increment in
coercivity and so, the maximum energy product. FIG. 38 is
a diagram illustrating an example hysteresis loop of the
sample prepared with 5x10*7/cm? fluence after post-anneal-
ing. The coercivity of the film is 1910 Oe, the saturation
magnetization is 245 emu/g, and the energy product
((BH),,,.) 1s about 20 MGOe. FIG. 39 is a diagram illus-
trating the calculated energy product of the film tested to
obtain the results presented in FIG. 38. FIG. 39 illustrates
that the maximum value of the energy product of the film is
about 20 MGOe.
FIG. 40 is an example high resolution transmission elec-
tron microscopy (HRTEM) image of the film tested to obtain
the results presented in FIGS. 38 and 39. The TEM sample
was obtained by cutting and polishing the foil perpendicular
to the surface by Focused lon Beam (FIB) (FEI™ Quanta
200 3D, available from FEI™, Hillsboro, Oreg.). As shown
in FIG. 40, the sample is consisted of granular structure.
Sub-regions of the sample correspond different crystal struc-
tures, one with lattice fringe distance of 2.022 nm corre-
sponding to o""-Fe, N, (220), the other with lattice fringe
distances of 1.897 nm and 2.027 nm corresponding to Fe,N
(200) and Fe (110), respectively. FIG. 41 is an example
image showing an x-ray diffraction pattern for the sample
tested to obtain the results presented in FIG. 40.
Various examples have been described. These and other
examples are within the scope of the following claims.
The invention claimed is:
1. A bulk iron nitride magnet, comprising:
a plurality of textured iron nitride workpieces sintered
together to form a bulk iron nitride magnet, the textured
iron nitride workpieces characterized as having a vol-
ume fraction of between about 5 volume percent and
about 40 volume percent of Fe (N, phase domains, the
balance volume fraction comprising a soft magnetic
phase, wherein at least some of the Fe, N, phase
domains are magnetically coupled to at least one phase
domain in the soft magnetic phase by exchange spring
coupling, and
a nonmagnetic material, wherein
the nonmagnetic material is disposed between two or
more of the sintered textured iron nitride workpieces,
or

the nonmagnetic material is disposed within at least one
of the textured iron nitride workpieces;

wherein the nonmagnetic material gives rise to domain
wall pinning sites within the bulk magnet, wherein the
soft magnetic phase comprises Fe;N phase domains.

2. The bulk iron nitride magnet of claim 1, wherein the
crystallographic texture of the Fe (N, phase domains and
the soft magnetic phase are coherent.

3. The bulk iron nitride magnet of claim 1, wherein the
Fe, N, phase domains are magnetically coupled to at least
one of the Fe,N phase domains in the soft magnetic phase.
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