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� Selective laser melting of an Fe-Si-Cr-
B-C-based powder was used to
additive manufacture a massive
amorphous rotor.

� The rotor has record large dimensions
for an amorphous alloy with diameter
of 60 mm and height of 46 mm.

� The rotor has an internal complex
shape to greatly facilitate the
channeling of the magnetic flux.

� The rotor has extraordinarily high
values of hardness of 877 HV.

� The measured soft magnetics are high
magnetic susceptibility, small
coercivity, and relatively high
magnetic saturation.
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a b s t r a c t

A record large amorphous rotor bearing an intricate 3D-geometry is produced through additive manufac-
turing via selecting laser melting using a powder of a bulk metallic glass-forming composition of the Fe-
Si-Cr-B-C system. Not only does this technique overcome the technical limitations characteristic of cast-
ing processes for amorphous alloys, but also the possibility to print complex 3D geometries is expected to
greatly facilitate the channelling of the magnetic flux, when such component is used as a rotor in an elec-
tric machine. The rotor is characterized in comparison to the powder material as well as the as-spun rib-
bon using complementary techniques, including synchrotron x-ray diffraction, calorimetry, scanning and
transmission electron microscopy as well as room temperature ferromagnetic and hardness testing. The
rotor has extraordinarily high values of hardness (877 HV), high electrical resistivity (178.2 mX cm) and
remarkable high magnetic susceptibility (9.17). This latter feature leads to a better magnetic response in
the presence of an external magnetic field evidenced by a faster approach to saturation. The coercivity is
relatively small (0.51 kA/m) and the magnetic saturation relatively high (1.29 T). In addition, a large ani-
sotropic effect on the magnetization response in connection with partial crystallization in the melt pool
areas is assessed experimentally.
� 2022 The Authors. Published by Elsevier Ltd. This is anopenaccess article under the CCBY-NC-ND license

(http://creativecommons.org/licenses/by-nc-nd/4.0/).
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1. Introduction

In every electric vehicle or device, the conversion of electric
power into mechanical energy relies on soft-magnetic materials
(SMM), since they are needed to enhance and/or channel the flux
produced by the electric current [1–4]. An ideal SMM to be utilized
as a passive component in an electric motor requires a certain,
application-specific, combination of magnetic and mechanical
properties. These properties typically include high magnetization
saturation (Ms), small coercivity (Hc), high electrical resistivity,
small magnetostriction, mechanical robustness or intrinsic ductil-
ity, high mechanical strength, and high hardness. Often compro-
mises are made, e.g., high magnetic permeability or small power
loss at the cost of a low Ms value, better magnetic properties at
the cost of mechanical robustness, and/or sustainability at the cost
of performance [3].

In addition, SMM components require complex 3-D geometries
to channel the magnetic flux. Conventional processing routes,
including casting and powder sintering, are mostly inadequate
for this task. Still today, a common technology used for the manu-
facturing of electromagnetic systems is to assemble laminated
magnetic circuits using plates, ribbon or wires, a task that is com-
plex, time consuming and produces large amounts of scrap, i.e.,
waste of natural resources. In order to reduce time and resources,
some more expensive manufacturing routes are currently imple-
mented such as the production of composites made of iron pow-
ders, coated with an insulating polymeric binder that increases
resistivity. These are obtained by consolidating the powders at
high pressures. However, the mechanical strength is low and the
magnetic flux paths are reduced which results in an overall poor
soft-magnetic response [5]. Alternative methods for producing
SMMs based on metal powders (crystalline and amorphous) typi-
cally involve direct AM methods such as the one applied in this
study, which is Selective Laser Melting (SLM), or Laser Engineered
Net Shaping (LENS) [6–11].

As early as in the late 1960 s it has been shown that amorphous
metals or bulk metallic glasses (BMG) have excellent soft-magnetic
properties, by far outperforming conventional crystalline soft mag-
netic alloys such as Si-steel or Fe-Si alloys (Fe-3 wt% Si) [3]. In com-
parison to these traditional materials, BMGs based on iron exhibit a
unique combination of high resistivity (�3-times larger than that
of Si-steel), near-zero coercivity, extraordinarily high hardness val-
ues (�800 HV) and strength (3 to 4 GPa of yield strength) as well as
extraordinary high magnetic permeability (l � 1.3H/m), which is
at least 3 orders of magnitude higher than Si-steel. The soft mag-
nets made by BMG can operate with drastically reduced electrical
power losses, which are related to the near-zero area under the M
versus H hysteresis curve, and thus have the potential to serve in
high-frequency applications.

The exceptional technological relevance of BMG as SMM is only
limited by technical barriers related to the lack of industrial pro-
duction routes to obtain amorphous metallic components of large
dimensions and of complex geometries [3]. Currently, BMGs are
mainly used in low-power applications where they compete with
permalloys for the production of specialised small devices, mainly
for sensing and switching. They also are used as transformers in
some specific high-power applications.

Devices are assembled using thin metallic glass ribbons or wires
of approximately 50 mm in thickness, obtained upon rapidly
quenching by melt-spinning or by dropping a stream of molten
alloy in a water/oil bath, respectively. In order to enhance the soft
magnetic behavior, these ribbons are partially de-vitrified into
nanocrystalline mixtures by post-heat treatment of the amorphous
phase [2]. The microstructure of a partially nanocrystallised matrix
cannot be precisely controlled and depends highly on heteroge-
2

neous nucleation mechanisms. In general, nanocrystallised ribbons
show low saturation flux density compared to Si-steel, and high
susceptibility to brittleness. A more important drawback is that
the manufacturing of SMM components, involving cutting, stack-
ing, or winding extremely thin and brittle laminations or wires,
is known to be challenging and cost intensive.

Additive manufacturing (AM) methods such as SLM and LENS,
utilizes a traveling laser beam to melt metal powders. By proper
control of the laser process parameters, the exposed material will
cool down immediately with a cooling rate of approximately 104

K/s after the laser spot has moved on. Hence, these AM methods
are characterized by inherent quick solidification rates that facili-
tate the formation of amorphous microstructures in glass-
forming compositions. AM is therefore considered to be a technol-
ogy trigger in the field of metallic glasses because it can enable the
production of complex components independent of the critical
casting thickness for glass formation. In addition, the AM process
parameters can also be adjusted to induce controlled regularly dis-
tributed nano-crystallisation on demand.

AM technique’s enormous flexibility of the designed scheme
endows these methods with great potential for the fabrication of
parts with intricate geometries [12]. Recent studies have demon-
strated, in particular, the suitability of SLM, also known and cate-
gorized as laser powder bed fusion (LPBF), for the production of
BMG components of simple geometries, among others [13–23].
These works have investigated the relationship between process-
ing parameters - such as the laser power and the hatch distance
- and the fraction of crystallinity and defect structure for a few
selected alloys. These basic investigations aimed to define process-
ing parameters that allow the manufacturing of amorphous com-
ponents of sizes that could exceed the critical casting thickness
while simultaneously keeping crystallization, micro-cracking, and
porosity below acceptable levels. This understanding is particu-
larly critical for the production of robust passive components in
electric motors, as it is well known that magnetic properties such
as Ms or Hc in BMGs are highly dependent on the fraction of crys-
tallites present and that defects can severely impair their structural
capacity.

In this work, a step forward was taken by producing a massive
SMM rotor bearing a complex 3-D geometry that cannot be
obtained neither by casting nor by injection moulding. The rotor
was successfully manufactured via SLM using a Fe-Si-Cr-B-C-
based commercial amorphous powder. The elements of this sys-
tems are largely available and sustainable. For example, Co and
rare elements like Nd are not included. The considered internal
intricate design approach will allow us to move away from today’s
laminated structures, which is demanded to manage and minimise
eddy-currents, toward monolithic ones. The rotor is characterized
in this work using a wide range of complementary characterization
techniques, including calorimetry, synchrotron x-ray diffraction, as
well as scanning and transmission electron microscopy. The hard-
ness, electrical resistivity and room temperature ferromagnetic
properties of the rotor are measured and related to the microstruc-
ture developed during processing. This work opens new avenues
for the design of complex metallic parts with outstanding magnetic
functionality for sustainable mobility applications.

2. Material and methods

Fig. 1 illustrates a massive rotor that was additively manufac-
tured in the present study via SLM. The rotor, a cylinder with a
diameter of 60 mm and a height of 46 mm, exceeds the previously
reported ‘‘record-large” Fe-based cylinder of Wang et al. [24]. The
complex internal geometry of the rotor is a notable additional fea-
ture designed specifically to manage and minimize eddy currents.



Fig. 1. AM-processed rotor versus as-spun ribbons produced for this study. Both with the composition of Fe73Si11Cr2B11C3 at.%. (a) Photograph of the rotor still bonded to
the build platform next to a centimeter ruler. The rotor has an outer diameter of 60 mm. (b) The internal design of the rotor on a vertical cross-sectional plane, parallel to the
build direction. (c) Photograph of the amorphous melt-spun ribbons with an average thickness of 38 ± 2 lm.
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The part was produced by SLM using a commercial AM-machine
(EOS M290, 400 W Yb-fiber laser) and commercial magnetic pow-
der of industrial grade quality with overall composition Fe73Si11-
Cr2B11C3 at. %, produced using the method described in Ref. [25].
The particle size distribution had a maximum size of 53 mm and
a median particle diameter d50 of 23.5 mm. The powder was stored
in the as-received packaging condition at room temperature prior
to characterization and printing. The processing window for the
SLM was defined based on the systematic application of a wide
range of heat inputs, HI, where HI = P / (v h d) in J/mm3. The param-
eters P, v, h, and d, are the laser power, the laser scanning speed,
the hatch spacing, and the layer thickness, respectively. While
keeping d constant at 20 mm, P, v, and h were systematically opti-
mized using a fractional factorial design of experiments ranging
from 80 to 370 W, from 800 to 6000 mm/s and from 0.05 to
0.15 mm, respectively. The SLM processing was conducted in an
Ar-atmosphere, with less than 0.1 % oxygen remaining in the build-
ing chamber.

As a reference, melt-spun ribbons with the same composition as
the rotor were produced for this study. A pre-alloy ingot was pre-
pared by arc-melting mixtures of Fe (99.97%), Si (99.9995%), Cr
(99.98%), B (99.9%), and C (99.9%) on a water-cooled copper mould
under a Ti-gettered Ar atmosphere. The pre-alloy was then induc-
tively re-melted in a quartz tube furnished with a nozzle (0.8 mm
diameter) under vacuum and subsequently injected onto a rotating
copper wheel by applying high-purity Ar. The produced ribbons
have a thickness of about 38 ± 2 lm (see Fig. 1c).

In-situ high-energy x-ray scattering experiments (HE-XRD)
were carried out at the German electron synchrotron in Hamburg
(DESY). The structure of the samples was investigated in transmis-
sion at the high intensity beamline facility P21.1 at PETRAIII. The
powder material was placed onto a TESA film. In the case of the
rotor material, we have analysed three specimens by HE-XRD.
These were cut using electrical discharge machining from the base
of the rotor, which is the part in contact with the building platform.
Prior to the HE-XRD analysis, the specimens were manually pol-
ished and each specimen thickness was measured (�0.45 mm).
Before the HE-XRD analyses, two of these samples were scanned
in a differential scanning calorimeter (DSC) up to 837 K and
973 K, respectively, with 20 K/min and cooled with 180 K/min.
The same three HE-XRD samples (1 as-built and 2 heat treated
samples) were further analysed in terms of their magnetic
response.

A wavelength of 0.124 Å (100 keV) with a beam size of
1 mm � 1 mmwas used and the intensity was detected with a Per-
kin Elmer XRD1621 CsI bonded amorphous silicon detector
(2048 � 2048 pixels). The two-dimensional x-ray diffraction pat-
terns of the samples were integrated to obtain the intensity I(Q)
3

using the PyFAI analysis software. Further processing, such as
background subtraction and correction for sample absorption,
polarization, and multiple scattering was performed using the

PDFGetX2 software [26]. The mean size bd ordered crystalline
domains is estimated according to the Scherrer equation:
bd = 2pK/DQ, where DQ is the full width at half maximum (FWHM)
and K is the shape factor. We have fixed K = 0.9 in agreement with
[27]. For the estimation of FWHM of the crystalline reflection
observed in the as-built part the amorphous background of the
fully amorphous powder was firstly subtracted and then the most
prominent reflections are fitted to a Gaussian function following
the procedures of [28].

Calorimetric measurements were performed using a Perkin
Elmer Diamond DSC with a heating rate of 20 K/min in the range
from 323 to 973 K under a constant high purity argon flux. The
calorimeter was calibrated for the applied measuring conditions
and for the applied pans (alternatively Al and Cu) for temperature
and enthalpy of reaction using standards, i.e., In, Zn, and K2SO4.

The microstructure of the rotor was first characterized along a
cross-section parallel to build direction (BD) by scanning electron
microscopy (SEM) using a focused ion beam field emission gun
scanning electron microscope (FIB-FEGSEM, FEI Helios NanoLab
DualBeam 600i), utilizing an accelerating voltage of 30 kV, and a
beam current of 2.7nA. The samples for SEM examination were
prepared by standard metallographic techniques, including grind-
ing with increasingly finer SiC papers. Second, the occurrence of
crystallization was examined by transmission electron microscopy
(TEM) using a FEI Talos F200x microscope operating at 200 kV.
TEM lamellae were FIB-milled at selected regions using a
trenching-and-lift-out method following the steps summarized in
[29]. TEM characterization was carried out both in bright field
mode, with a parallel beam, as well as in scanning transmission
(STEM) mode, with a high angle annular dark field (HAADF) detec-
tor. Energy dispersive x-ray spectroscopy (EDS) was used in order
to map the local distribution of alloying elements.

The Vickers hardness of the rotor was evaluated in the as-built
condition along a plane perpendicular to the build direction and, in
particular, along the two perpendicular diameters of the rotor. A
total of 88 measurements were performed using a Shimadzu
microhardness tester with a load of 1000 g and a dwelling time
of 15 s. Before microhardness testing, the top surface of the rotor
was ground and mechanically polished in order to avoid the effect
of surface roughness.

Room temperature hysteresis loops were measured by a high-
sensitivity vibrating sample magnetometer (LakeShore mod.
7400–VSM, with instrument magnetisation sensitivity in 10-7

emu), by applying a magnetic field in the range ± 1000 kA/m.
The magnetic measurements were performed on the as-received
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metal powder, on the three HE-XRD plates (1 as-built and 2 heat
treated samples by DSC) obtained by cutting the rotor, and on
the amorphous as-spun ribbon. For the rotor samples, the magnetic
measurements were performed by applying the magnetic field (H)
both perpendicular to the SLM build direction (in-plane) and par-
allel to build direction (out-of-plane). The magnetization value
was normalized to the sample volume, calculated by means of
sample weight and material density measurements.

Room temperature resistivity was evaluated via measuring the
voltage drop and calculating the contact resistance in accordance
to the International Standard IEC 660512–2–1 procedures. Five
cylindrical samples with diameter 10 mm and length 22 mm were
AM-processed using the same SLM-machine, same powder alloy,
and same laser process parameters as the rotor part. The voltage
drop was measured by applying a 1 A Direct Current (DC) and mea-
suring over a central section of the sample. The measurements
were performed at room temperature using a digital multimeter
(Keithley 2700), and the current source was a ripple-free Kenwood
P20. Three pairs of measuring probes, placed 10 mm apart and
evenly distributed over the circumference, were used simultane-
ously to achieve a reliable result. The average voltage drop was cal-
culated for the five samples using both forward and reverse current
and values for all three probe pairs. The resistivity was estimated
under the assumption that the current was evenly distributed over
the cross section in the part of the sample where the measurement
was performed.

The density of the AM-processed material was evaluated using
the Archimedes method using a Sartorius MC 210P scale equipped
with a density kit, also supplied by Sartorius. For this measure-
ment, two large solid cubes were produced by using the same
SLM-machine, the same SLM parameter set and the same powder
as used to produce the rotor. Each measurement was repeated
three times. The average density for these six measurements was
calculated to be 7.035 ± 0.003 g/cm3, which is consistent with
the density value of the powder provided by the supplier.
Fig. 2. Normalized high-energy x-ray intensity data. (a) The rotor of composition
Fe73Si11Cr2B11C3 at.% in as-built conditions and after heat treatment as indicated.
The rotor material shows some small and broad Bragg-peaks beside the amorphous
background, which are assigned to Fe3Si, Fe2B and Fe23B6 based on Ref. [31]. After
heating to 837 K the amorphous background is still visible and only the reflections
associated with Fe-B-based compounds have increased in intensity. After heating
up to 973 K the rotor material appears completely crystallized and the Fe3Si
reflections have grown in intensity. (b) As-received powder and as-spun ribbon
showing only the amorphous background, in comparison to the rotor in as-built
conditions.
3. Results

Fig. 2 shows the normalized HE-XRD intensity data of this
study. In the x-ray intensity pattern of the rotor in as-built condi-
tion, some broad Bragg-peaks are present above the amorphous
background. The strongest reflections are indicated in Fig. 2a with
symbols and correspond to those of the Fe-rich compound Fe3Si,
followed by Fe2B and the metastable Fe23B6. For the analyses the
PDF 00–045-1207 (for Fe3Si), PDF 04–003-4132 (for Fe2B) and
PDF 01–074-3231 (for Fe23B6) of Ref. [30], were used. This indicates
that the rotor material consists mainly of an amorphous matrix
with embedded nanoscale crystalline compounds rich in Fe, whose
reflections grow in intensity when the amorphous matrix starts to
crystallize at high temperature. The powder and the as-spun rib-
bon (see Fig. 2b) are both fully synchrotron-amorphous because
Bragg-peaks connected to crystalline reflections are absent.

Fig. 3 shows the subtracted differential scanning calorimetric
(DSC) heat flow scans for the rotor, the powder and the ribbon per-
formed with a heating rate of 20 K/min. The rotor material (black
curve) and the ribbon (blue curve) are in the as-printed and as-
spun conditions, respectively. The powder material (red curve) is
in the as-received condition.

The heat flow scans shown in the inset of Fig. 3 were performed
in Al-pans up to 873 K. Up to this temperature, only the main first
crystallization event (X1) is detected for the applied heating rate,
however the use of Al-pans resulting in resolving the Curie temper-
ature and the glass transition, which is hardly detected with Cu-
pans. These characteristic temperatures are listed in Table 1. The
DSC in Cu-pans are performed up to 973 K and show that addi-
4

tional small crystallization events follow the main crystallization
event and this also contribute to the total enthalpy released during
crystallization (DHX). It should be noted that the 70% amorphicity
for the as-built rotor is assigned in Table 1 based on a comparison
between the DHx values of the rotor and the ribbon. The 100%
amorphicity for the powder and the ribbon is assigned based on
the HE-XRD results of Fig. 2b.

The heat released during crystallization of the amorphous
matrix, DHX, is obtained by integrating the total exothermic event.
The rotor material releases less heat during crystallisation than the
fully amorphous ribbon because it is already partially crystalline
after the AM processing in accordance with the structural results
of Fig. 2. A comparison between the DHX values of the rotor
(�5.3 kJ/mol of atoms) and the ribbon (�7.5 kJ/mol of atoms) gives
a percentage of the amorphous phase of approximately 70% for the
rotor material.



Fig. 3. Molar heat flow DSC up-scans of the rotor material (black curve), powder
(red curve) and ribbon material (blue curve) of composition Fe73Si11Cr2B11C3 at.%
using a heating rate of 20 K/min. The DSC scans are performed in Cu pans up to
973 K and show one main peak followed by multiple small crystallization events.
(Inset) Magnified heat flow signals in the low-temperature regime performed in Al-
pans to better identify the characteristic temperatures for the onset of enthalpy
relaxation (Trelax), the Curie temperature (TC), the onset of the glass transition (Tg,
onset), and the onset of crystallization (TX,onset), respectively, based on the tangent
construction method as indicated.

Fig. 4. SEMmicrograph. Illustrating the microstructure of the Fe73Si11Cr2B11C3 at.%
rotor along a plane parallel to the build direction (BD). Small microcracks and pores
are aligned parallel to each other and to BD, whereas the grey stripes, associated
with nano-crystallized regions within the heat-affected zones are perpendicular to
BD.

Fig. 5. TEM micrographs corresponding to the amorphous matrix. (a) Lamella
overview extracted in a region that in SEM showed a brighter contrast. (b) A local
closer view, representative of the entire lamella. The inserted figure shows the
corresponding selected area diffraction (SAED) pattern typical of an amorphous
structure.
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Fig. 4 shows an SEM micrograph that is representative of the
microstructure of the rotor along a plane parallel to the build direc-
tion (BD). This image illustrates a homogeneous distribution of
microcracks that are parallel to the BD. The average microcrack
length is 101.5 ± 5.9 mm, hence approximately five layer thick-
nesses, and the average distance between microcracks, measured
along a direction perpendicular to the BD, is 88.2 ± 8.8 mm. In addi-
tion, Fig. 4 shows the presence of some elongated regions (5 to
10 mm thick), with darker grey contrast and perpendicular to the
BD, that are dispersed within a matrix that appears with light grey
color in the micrographs. The average distance between such
regions, measured along a direction parallel to BD is 29.9 ± 2.1 mm.

A detailed analytical TEM analysis was carried out (Figs. 5-7) in
order to investigate the origin of the stripes with grey contrast
apparent in the SEM micrographs. Fig. 5 illustrates, first, the
microstructure of the matrix, which appears with lighter grey con-
trast in Fig. 4. It can be clearly seen that these areas are fully amor-
phous, which is indicated by the presence of diffuse rings in the
selected area electron diffraction pattern (SAED) of Fig. 5.

Fig. 6a shows the microstructure of a FIB-milled lamella that
was extracted for one of the thickest grey stripes, as indicated in
the corresponding inset. It contains several crystalline zones with
different nanocrystallite morphology and composition (Fig. 6.b-
d), which result from the temperature gradient in the heat-
Table 1
DSC results probed with a heating rate of 20 K/min. Characteristic temperatures (erro
of ± 0.4 kJ/mol of atoms) Trelax is the onset temperature of enthalpy relaxation. TC is the Curi
crystallisation, respectively. TX1 and TX,end are the peak temperature of the main crystalliz

Trelax TC Tg,onset TX,onset

units K K K K
Rotor 437 648.2 789.2 833.3
Powder 437 644.2 781.8 833.2
Ribbon N/A 648.2 784.7 833.3

5

affected zone that is inherent to the layered SLM process. Based
on these images, the size of the nanocrystallites ranges approxi-
mately from 20 to 200 nm, with most having rather small sizes.
Only a few nanocrystallites were able to grow to the maximum
observed size in regions with a large local temperature increase.
The fact that they were not detected by HR-XRD in Fig. 2, denotes
that their fraction is very small. These were found towards the top
of the analysed dark grey areas, i.e. in the vicinity of the next
freshly built amorphous layer (labeled as ‘layer n + 10 in Fig. 6a).
The presence of the mentioned nano-structures gives rise to dis-
tinct spots in the SAED pattern reflecting individual crystal planes
in the nanocrystalline structure. Nanocrystallites appear in the
bright field micrographs of Fig. 6 with brighter and darker grey
contrast, reflecting the presence of different compositions, which
are examined in more detail below in Fig. 7. It is worth noting that
the fraction of crystallites with brighter grey contrast increases in
the areas located towards the top of the crystallized regions, i.e., in
rs on the order of ± 0.5 K) and enthalpy of crystallization DHX(errors on the order
e temperature. Tg,onset and TX,onset are the onset temperature of the glass transition and
ation event and the end temperature of the overall crystallization event, respectively.

TX1 TX,end DHX amorphicity

K K kJ/mol %
845.2 920.2 �5.3 70
841.2 930.0 �7.2 100
843.4 933.7 �7.5 100



Fig. 6. Bright field TEM micrographs corresponding to the nano-crystallized
region. (a) Overview of a lamella extracted from a region of one of the grey stripes
that in SEM showed a darker contrast. The inserted SEM micrograph on the top left
shows the exact location where the lamella was FIB milled (bright spot). BD is the
build direction. The positions of the images in panels b-d are framed. (b)
Crystallized region towards the bottom of the heat-affected zone showing at higher
magnification in (b1) a very fine non-equilibrium nanocrystalline microstructure.
(c) Intermediate coarse dendritic nanocrystalline microstructure. (d) Coarsest
nanocrystalline microstructure at the top of the heat-affected zone. The inserted
images in (b1) and (d) are the corresponding SAED patterns, which show
nanocrystalline diffraction spots.

Fig. 7. EDS measurement of elemental maps within the nanocrystalline region.
(a) Bright field micrograph illustrating the region where elemental mapping was
carried out; (b) Distribution of Fe; (c) Distribution of Si; (d) Distribution of Cr; (e)
Distribution of B; (f) Distribution of C.
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the regions that were subjected to a higher temperature increase
during the building of subsequent layers.

Fig. 7 illustrates, qualitatively, the composition of the coarser
nanocrystallites found in Fig. 6(d) by means of TEM EDS elemental
maps. In particular, this figure shows that the bright coarse grains
are rich in Fe and Si and they are depleted of C and B, whereas the
darker grey grains are rich in Fe, B, and Cr. The latter grains show
extensive twinning and they seem to act as nucleation sites for the
formation of Fe3Si, in agreement with the recent AMwork of Ł. Zro-
dowski et al. [16] with a similar Fe-based composition however
with simple geometry.

Room-temperature hysteresis loops, measured in the powder
(red curve), as-built rotor (black curve), and as-spun ribbon (blue
6

curve) are shown in Fig. 8, respectively. A comparison between
the magnetic response obtained by applying the magnetic field
along the in-plane direction (H perpendicular to the build direc-
tion) and out-of-plane direction (H parallel to the build direction)
is shown in Fig. 9. Table 2 summarizes the main features of mag-
netic hysteresis for all of the studied samples, i.e., saturation mag-
netization (Ms), magnetic remanence (Mr), MR/MS parameter,
coercive field (Hc), and initial magnetic susceptibility (vHc) evalu-
ated around Hc. These values are discussed in section 4.4, however
from a quick comparison between the AM-process rotor and the
starting powder it appears that the magnetic response in presence
of a magnetizing external field is higher for the rotor as indicated
by the higher value of vHc and of Ms, which means that the rotor
has improved soft-magnetic response with respect to the starting
powder, even though the rotor is not 100 % amorphous. An opti-
mized additive manufacturing process that may imprint a higher
percentage of amorphicity will result in improved soft magnetic
properties, i.e. a lower coercivity value and a steeper approach to
saturation, as the ribbon response indicates in Fig. 8. The evolution
of the magnetic properties following heating in the DSC up to the
indicated temperatures is shown in Fig. 10, where a comparison
between the room-temperature in-plane hysteresis loops of the
three samples is reported. The heating process leads to a similar
increase in the coercivity for the two temperatures that were anal-
ysed. Conversely, the Ms values decrease slightly with increasing
temperature.



Fig. 8. Room-temperature hysteresis loops of the AM-built rotor material (black
curve) in comparison with the powder material (red curve) and the as-spun ribbon
for the alloy composition Fe73Si11Cr2B11C3 at.%. The inset plot is a magnification for
small H values.

Fig. 9. Room-temperature hysteresis loops of the AM-built rotor material along
the in-plane (black curve) and out-of-plane (green curve) directions. The inset plot
is an enlarged view of the small H region.

Fig. 10. Room-temperature hysteresis loops along the in-plane direction for the
rotor in as-built condition (black curve) and after crystallization via heat treatment
up to 837 K (green curve) and 973 K (red curve). The inset plot is an enlarged view
of the small H region.
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The average resistivity of additive manufactured material was
measured to be 178.2 ± 2.1 mX cm. This value agrees with as-
cast or as-spun Fe-based glasses [31] and it is at least 3 times
greater than the resistivity of Si-steel [1].
Table 2
Characteristic magnetic properties of the powder and the as-built BMG alloy. Magnetic s
(vHC), measured from the data shown in Fig. 8.

MS MR

Units T T
Powder 1.27 3.50 � 1
Rotor: as-built(in-plane direction) 1.29 8.25 � 1
Rotor: as-built(out-of-plane direction) 1.29 2.60 � 1
Rotor: heated to 837 K(in-plane direction) 1.27 3.80 � 1
Rotor: heated to 973 K(in-plane direction) 1.27 5.00 � 1
Ribbon 1.22 3.30 � 1
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The Vickers hardness of the rotor was evaluated in the as-built
condition along a plane perpendicular to the BD after grinding and
polishing and, in particular, along the two perpendicular diameters
of the rotor, as shown in Fig. 11. The results were found to be con-
sistent along these two selected diameters. An average value of HV
of 876.9 ± 83.5 was calculated from a total of 88 measurements.
The scatters in the data may be attributed to the presence of
described amorphous/nanocrystalline layered structure, as well
as to the presence of scattered sub-surface defects.
4. Discussion

4.1. Multiscale design and properties

This work demonstrates that a ‘record-large’ amorphous rotor
with a dimension beyond the critical casting thickness of the glass
forming system and with complex geometrical and microstructural
features of various scales was manufactured via laser-based addi-
tive manufacturing – a result that is impossible to achieve by other
manufacturing processes.

On the macroscale level, i.e. in from 0.1 to 2 mm range, the intri-
cate internal design of our additive manufactured soft magnetic
component should enable us to transition from laminated to
monolithic structures in electric power conversion applications.
The intricate 3D design shown in Fig. 1b can greatly reduce
eddy-current losses when the component is subjected to an alter-
nating magnetic field, in agreement with the recent work of Plot-
kowski et al. [32] on additive manufacturing of crystalline Si-
aturation (Ms), magnetization remanence (MR), coercivity (Hc), magnetic susceptibility

MR/MS HC vHC

dimensionless A/m dimensionless
0-5 2.76 � 10-5 61 3.51
0-3 6.40 � 10-3 510 9.17
0-3 2.02 � 10-3 1000 1.76
0-2 3.00 � 10-2 4200 7.20
0-2 3.94 � 10-2 4200 9.38
0-3 2.75 � 10-3 < 50 252



Fig. 11. Room-temperature hardness measurements along the indicated lines.
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steel. In comparison with Si-steel, however, an amorphous rotor
can operate with extremely low electric power losses [3] because
of a few improved material electromagnetic properties typical for
amorphous components, i.e., high resistivity of 178.2 mX cm, very
high magnetic permeability of 1.3H/m, relative permeability at
1 kHz in the range of 1x104 to 5x104, remaining larger than 103

at 100 kHz and low coercivity [31]. This means that our new rotor
design has great potential to decrease power losses in electric
power conversion applications by an unprecedented value that is
expected to be as high as 80% [3] and thus can disrupt traditional
soft-magnetic materials.

On the mesoscale level, i.e., in the range between 1 and 100 lm,
fully amorphous layers are alternated with thin crystalline layers
(thickness < 10 lm) containing nanocrystalline compounds rich
in iron, lying parallel to each other and perpendicular to the build
direction (see Fig. 4). The layer by layer building of the SLM process
leads to the development of an amorphous metal matrix and alter-
nating Fe-rich nanocrystalline layers, which is not possible to
achieve via casting. In the next section, this concept is developed
further.

On the nano-scale (<1 lm) down to the atomic scale, the results
show that about 70% of the rotor material has an amorphous struc-
ture (see Table 1). The crystalline regions are, furthermore, con-
fined to thin parallel layers within the amorphous matrix and
therefore the fabricated composite bears the typical superior
soft-magnetic properties of iron-rich amorphous alloy composi-
tions in combination with extraordinary mechanical hardness of
877 HV (this study) and strength (3 to 4 GPa of yield strength
according to [31]) and high electrical resistivity of 178.2 mX cm
(this study).

In Fig. 2 the strongest HE-XRD reflections found in the as-built
rotor material correspond to those of the Fe-rich compound Fe3Si,

followed by Fe2B and the metastable Fe23B6. The mean size bd of
each of these ordered crystalline domains is estimated according
to the Scherrer equation (see methods) as 9.5 ± 0.4 nm, 7.9 ± 0.2
nm, and 8.9 ± 0.4 nm, for Fe3Si, Fe2B, and Fe23B6, respectively.
The nanometre size (<10 nm) for the mean size of the majority
of the ordered domains indicates that they have formed when
the amorphous phase is re-heated during subsequent passes and
not during cooling from above the melting point, which would
have formed larger size crystallites in the order of 10 lm or larger,
in agreement with Schroers et al. [33].
4.2. SLM processing-induced crystallization

As discussed above, the as-built part is amorphous with embed-
ded Fe-rich nanocrystals. The nanocrystals are not distributed
8

homogeneously but their appearance is exclusively confined to
specific zones subjected to an intrinsic heat treatment during the
melting of subsequent layers. The crystallized regions contain
many different crystalline zones, as a result of an induced temper-
ature gradient. The (n + 1) laser pass is able to re-melt the very top
part of the n layer, while the high cooling rate of the SLM process-
ing (�104 K/s) is able to freeze the liquid structure again. It is in the
region directly underneath that it is not re-melted, but acts as a
heat sink, where crystallization of the amorphous phase takes
place far below the melting point.

If we consider the x-ray patterns in Fig. 2 after post-processing
heat-treatment (by means of calorimetry), it is evident that the
amorphous matrix crystallizes in two steps. After heat treatment
up to only 837 K (between TX,onset and TX1), the reflections that
belong to Fe3Si have increased only slightly with respect to their
counterparts in the as-built part, whereas those of Fe2B and
Fe23B6 show a relatively large intensity increase. After the heat
treatment up to 973 K, i.e., after full completion of the crystalliza-
tion process, it can be seen that the amorphous halo has disap-
peared and that the Fe3Si x-ray reflections have grown
disproportionately in comparison with the reflections of the Fe2B
and Fe23B6 compounds.

This suggests that the solid-state nucleation and growth of Fe3Si
is activated at elevated temperatures. According to the TEM analy-
ses of Fig. 6d and 7, Fe3Si formed and grew preferentially in the
hottest part of the heat affected zone, leading to sub-micron sized
crystals. More internally towards the bottom of the thermally
altered zone, the material was subjected to a lower temperature
increase and there in fact the phases Fe2B and Fe23B6 preferentially
nucleate. In this case, Si is rejected into the matrix via atomic par-
titioning [34–35] and locally thermodynamically destabilize the
surrounding amorphous phase and favor the nucleation of very
fine Fe3Si nanocrystals. Reflections that could be assigned one-to-
one to C- or Cr-bearing compounds appear to be absent from all
HE-XRD patterns. These two elements seem to act as solute ele-
ments in the binary compounds, which is typical for crystallized
metallic glasses [36]. On the basis of the TEM EDS analyses, it is
evident that Cr is found in grains where B is mostly enriched (Fe-
B grains) and Si depleted (see Fig. 7c-d-e in comparison). C appears
to be more homogeneously distributed (Fig. 7f).

4.3. Calorimetric study

According to the heat flow signals of Fig. 3, an exothermic broad
signal starts at around 437 K, which is marked with Trelax. This is
very evident for the powder material and less for the ribbons. This
is connected to an enthalpy relaxation process during physical
aging of the quench-in glassy matrix [37–39]. The area underneath
the relaxation signal is a measure of the enthalpy released during
relaxation. It appears that the powder is relaxing more than the
other two specimens, which agrees with the ultrafast applied cool-
ing rate during gas atomization. The slight decrease of TC by � 4 K
observed in the powder material could be ascribed to a weakening
of the magnetic order due to the much higher surface/volume ratio
in the powder sample with respect to the massive rotor and ribbon
samples. The onset of the glass transition and crystallization are
basically the same for all three materials, confirming that the nat-
ure of the amorphous matrix is the same.

The overall enthalpy of crystallization DHX is obtained by inte-
grating the area under the overall crystallization signal. The value
of DHX for the powder and the ribbon is � 7.2 and � 7.5 kJ g-ato
m�1 (where 1 g-atom�1 = 1 mol of atoms), which agrees with other
Fe-based metallic glass systems [40]. The DHX for the rotor mate-
rial is � 5.3 kJ g-atom�1, which is approximately 70% of that of the
ribbon, indicating that the rotor is partially amorphous and par-
tially crystalline, with about 30% of crystallinity. Based of the x-
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ray investigations shown in Fig. 2, the DSC crystallization peaks are
assigned as follow. The main exothermic event (X1) represents the
nucleation of the B-containing intermetallic phases, whereas the
following steps seem to be connected mainly to the nucleation
and growth of Fe3Si.
4.4. Soft-magnetic properties

The magnetization process in this study was measured in quasi-
static conditions. The fully amorphous iron-based ribbon (blue
curve in Fig. 8) behaves as an extremely soft magnetic alloy with
a very high initial magnetic susceptibility together with a faint
coercivity value. The latter is not detectable due to the high-field
scale provided by the applied experimental technique that is not
sensitive at a very low field (A/m).

Fig. 8 shows that all samples reach almost the same magnetiza-
tion saturation values, see Table 2. The as-built rotor displays a
hysteresis (black line) with a magnetization saturation value (Ms)
slightly higher with respect to the powder material with which
the rotor was built as well as with respect to the as-spun ribbon
having the same composition of the powder. In general, fully amor-
phous iron-based alloys are characterized by higher Ms [41], with
the exception of the so-called nanocrystalline alloys such as FINE-
MET [42]. Moreover, the MS value of the rotor (� 1.29 T) is slightly
higher than that typical of as-cast bulk metallic glasses having
almost the same Fe content [43]. This feature can be attributed
to the presence of iron-rich nanocrystalline grains as revealed by
XRD patterns (mostly Fe3Si, Fe2B). The same trend is observed for
the magnetization remanence (MR) in the as-built rotor and ribbon
whose low values indicate a substantial demagnetized state at
H = 0 Oe, which must be induced by an almost complete random
orientation of the magnetic moment in the magnetic domains. This
effect of randomness is enhanced when the sample is in the form of
a powder, leading to a further reduction of the MR value. These evi-
dences are also confirmed by a similar relationship between the
MR/MS values in Table 2.

Conversely, the magnetic susceptibility (vHc), considered one of
the most important parameters in electrical machines, markedly
changes in the three studied samples. The amorphous ribbon dis-
plays the highest vHc value, whereas the powder and the as-built
rotor clearly show a different approach to saturation as confirmed
by the value of magnetic susceptibility (vHC) taken at the coercive
field. In particular, the vHC value turns out to be nearly double in
the rotor than in the powder, thus resulting in a slower approach
to saturation in the latter (Fig. 8). This leads to a lower value of
the applied magnetic field needed to reach magnetisation satura-
tion for the rotor. It is important to note that the as-built rotor dis-
plays a vHc value higher than that of the completely amorphous
powder from which it was built (i.e. same overall composition).
This difference in the magnetization process can be explained in
terms of microstructural differences. In particular, the domain
structure of individual grains of the fully amorphous powders is
multidomain, therefore inducing an independent magnetization
process in all grains contained in the measured volume. On the
other hand, the as-built rotor is characterized by a homogenous
alternating of fully amorphous regions and layers containing
iron-based nanocrystalline grains. This leads to a higher value of
vHc with respect to the powder. Microstructure differences also
affect the coercivity value. In fact, Hc turns out to be negligible in
the powder (�61 A/m), in agreement with Ref. [16], where, report-
edly, an amorphous powder material with similar composition as
the one of this study has exhibited an Hc value of 99 A/m. The rotor
is characterized by a value of Hc of approximately 510 A/m (see
inset of Fig. 8 and Table 2), which is still in the range of very soft
magnetics alloys, i.e. 100–1000 A/m [1]. This increase may be
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ascribed to the magnetic domain pinning effect by the layer con-
taining the nanocrystalline grains.

As a matter of fact, the magnetization process in ferromagnetic
systems is controlled by domain wall movements. Grain bound-
aries are expected to pin the magnetic domain walls, inducing a
slightly higher coercivity value, and therefore a higher field is
needed to displace the walls. In fully amorphous alloys, this move-
ment is less hindered and, in the ideal case, it should be completely
free leading to a zero coercive field [44]. The characteristic mag-
netic properties of the rotor, reported in Table 2, which are mea-
sured under static conditions, have values that correspond to
those that are usually characteristic of soft magnets used in electri-
cal machines [45]. Such a promising performance has to be sus-
tained by a comprehensive study of power losses as a function of
frequency.

In addition, for the as-built rotor, an anisotropic behavior is
found in room-temperature hysteresis loops measured in the two
geometrical directions (see Fig. 9). Such evidence is ascribed to
the effect of demagnetizing field intensity related to the sample
shape and the high aspect ratio. This determines MR and MR/MS

values that are higher in the in-plane direction than in the out-
of-plane direction.

Finally, in Fig. 10, the hysteresis loops of the as-built rotor and
the two plates submitted to the heating process appear to be sub-
stantially the same with similar values of vHc and Ms. In the inset,
the low field magnification is shown and put in evidence an
increase of magnetic coercivity and remanence magnetization of
the two heated plates. Again, this increase may be ascribed to a fur-
ther precipitation of boride-phases that mostly occurs at 873 K.
5. Conclusions

In this work, a soft magnetic component (rotor) is successfully
manufactured via SLM by additive manufacturing using a commer-
cial powder of the metallic glass forming Fe-Si-Cr-B-C system. This
rotor bears record large dimensions for an amorphous alloy and a
complex 3D-geometry on the macroscopic level. Both the structure
and the microstructure of the built part are thoroughly character-
ized using a wide range of laboratory and synchrotron-based tech-
niques and compared to an as-spun ribbon having the same
composition.

The synchrotron HE-XRD investigations probed a very large vol-
ume of the material on the atomic level and identified that the
mean size of the majority of the ordered domains in the amor-
phous matrix are less than 10 nm, which indicates that they have
formed when the amorphous phase is re-heated during the layer
by layer SLM process and not during cooling from above the melt-
ing point. On the other hand, SEM and TEM analyses probed very
localized areas of the as-built part and proved that the AM-built
material is made of a completely amorphous matrix that alternates
with thin (<10 mm) nanocrystalline layers rich in Fe. The crystalli-
sation is confined exclusively into these layers which are affected
by heat during the SLM process. Therefore, the crystalline layers
are all parallel to each other and perpendicular to the build direc-
tion. The continuous refinement of the microstructure from the top
to the bottom of the heat affected zone was observed which is
induced by a strong temperature gradient. This microstructure
refinement agrees with [27], where the crystallization of a BMG
system at a higher temperature, close to the nose for crystallization
in a time–temperature-transformation (TTT) diagram, resulted in
coarser equilibrium structures than the crystallization at tempera-
tures much lower than the nose. DSC analyses showed that the
percentage of crystallinity is approximately 30%.

The AM-built rotor exhibits exceptionally large and complex
dimensions, extraordinary high hardness, high electrical resistivity
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and very soft magnetics. The coercivity of the as-built rotor is
510 A/m, which is still higher than a fully amorphous ribbon mate-
rial of same composition. This is expected to be decreased by a
simultaneous refinement of the SLM parameters as well as the
alloy composition specifically for the SLM process. In the condition
reported here, the additional crystallization-induced magnetic ani-
sotropy has to be considered as an additional design parameter
that must be considered in the design of SMM components.

The major outcome of this study is that the AM process appears
to increase the magnetic response in the presence of a magnetizing
external field with respect to the starting powder as indicated by
the higher value of vHc and the Ms leading to a steeper M�H mag-
netization curve. Thus, such a feature induces an optimized, easier
approach to saturation in the presence of a magnetic field (i.e.
lower H value needed to reach Ms) and is a key point for electrical
motors. This definitely compensates for the slight increase of Hc

which is observed and consequently may limit the effect of the
overall magnetic losses, another crucial parameter for efficient
electrical motors.

The advantage of the current rotor lies in terms of shape, thick-
ness, and complex geometry, which for an amorphous material
cannot be achieved by any manufacturing technique other than
AM. The excellent combination of structural and functional proper-
ties at the meso- and nanoscale, together with the complex mas-
sive geometry, make this amorphous rotor a highly promising
SMM component for high-frequency applications, where it could
operate with extremely low electric power losses. The scalability
of the described AM process for industrial production is deemed
very high as a commercial SLM printer, as well as commercially
available powder of industrial grade quality, were utilized for the
current study.
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