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• Open-cell Zn-22Al-2Cu foams were
manufactured by centrifugation pro-
cess.

• NaCl particles have been used as space
holder.

• The mechanical properties can be im-
proved when the relative density is
modified.

• The minimum centrifugal force varied
for each NaCl particle size of the pre-
form.

• The relative density decreases when the
pore sizes increases.
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Parameters of centrifugal infiltration process for manufacturing open-cell Zn-22Al-2Cu foams with spherical-
shape porosity and different pore sizes from0.85 to 0.42mmwere experimentally determined. The experimental
results showed that the most favorable temperature both of heating of the NaCl preforms and of pouring (or in-
filtration) was 600 °C, while the minimum centrifugal forces varied for each NaCl particle size of the preform.
Minimum centrifugal forces of 11, 16 and 25 N were required to fully form open-cell Zn-22Al-2Cu foams with
pore size of 0.85 mm, 0.65 mm and 0.42 mm, respectively.
The compressive mechanical properties of the open-cell Zn-22Al-2Cu foams increased when the pore size de-
creased. The higher mechanical parameters; Elastic modulus E, yield strength σy, and plateau stress σpl were ob-
tained for the open-cell foam with the smaller pore size (0.42 mm).

© 2016 Elsevier Ltd. All rights reserved.
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1. Introduction

In recent years, the attention of several researchers has been focused
on the development and characterization of porous metal structures as
metallic syntactic foams or composite foams (MMSFs), in which hollow
rtínez).
spheres are dispersed in a continuum matrix [1–5], and conventional
metallic foams, in which sacrificial space-holders offers the possibility
to control the pore size and shape.

Porous metal structures as closed-cell and open-cell foams show a
combination of several properties such as high strength-to-weight
ratio, high energy and sound absorption capacity, large specific surface,
thermal control and excellent vibration reduction capacity [6]. These
properties allow using the porous metal structures as shock and impact
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absorbers, dust and fluid filters, engine exhaust mufflers, heat ex-
changers, flame arresters, catalyst supporters, among others. There are
several methods to produce open-cell foams [7]. Among these, the infil-
tration casting process offers a high degree of control over the foam to-
pology. This method produces an interconnected cellular structure or
open-cell foam by infiltrating molten metal under pressure through an
open pore preform (negative of the foam) prepared with bonded gran-
ular particles (space holders). NaCl particles are usually used as space
holders for low melting point alloys. After the solidification process,
theNaCl particles are leached inwater [8,9]. Since themethodology pro-
posed by Polonsky et al. [10] for the manufacture of open-cell foams,
many devices and preform designs composed by NaCl particles have
been developed [11–14].

The infiltration pressure, pouring temperature (Tpouring) and the de-
sign of the preform (material, size, porosity, etc.) are the main variables
for the replication casting process [15,16]. Therefore, the possibility of
controlling these parameters in several ways with different mecha-
nisms has led to a wide variety of devices development to produce me-
tallic foams. In these devices, the infiltration pressure is commonly
applied by means of a gas or pistons [17,18].

However, the infiltration pressure generated in a molten metal by
centrifugal force has not been used to manufacture open-cell foams.
The centrifugal infiltration casting has been successfully used as an ef-
fective process to manufacture high quality metal-matrix composites
(MMCs) [19,20]. The centrifugal casting process requires simple and
economical casting equipment and can be suitable for fabricating
open-cell foams of Al/Al-alloys and Zn/Zn-alloys.

Zn-22Al-2Cu alloy is a kind of superplastic material that is having
further attention on the field of porous metallic structures, because it
combines the properties of superplasticity with the energy absorption
and vibration reduction capacities [21]. Neither the manufacture of
open-cell Zn-22Al-2Cu foams by the centrifugal infiltration process
has been studied nor the process parameters necessary to obtain the de-
sired pore sizes and relative density. Therefore, the aim of thiswork is to
determine the adequate experimental process parameters for the pro-
duction of open-cell Zn-22Al-2Cu foams by the centrifugal infiltration
route, and establish the relationship between themechanical properties
as a function of the pore size.
Fig. 1. a) Centrifugal infiltration equipment b) cylindrical steel chamber used for the infiltr
2. Experimental procedures

2.1. Alloy preparation

Zinc alloy with a composition of Zn-22 wt.% Al, 2 wt.% Cu alloy was
fabricated using elements of commercial purity; Zn (99.995%), Al
(96.2%) and Cu (99.95%) in an electrical resistance furnace. The melt
was degassed with Ar to reduce the hydrogen level. The molten alloy
contained in a graphite crucible was poured into an iron mold. The
chemical composition was analyzed by optical emission spectroscopy
(OES) on the as-cast ingots. At least 10 measurements were performed
on each ingot to determine the average composition. The experimental
composition of the alloy was 21.92 ± 2wt.% Al, 1.79± 0.2 wt.% Cu, and
the balance Zn.

2.2. Infiltration casting

The equipment used for the manufacture of the open-cell Zn-22Al-
2Cu foams consists of two electrical resistance furnaces and a centrifugal
device, Fig. 1a. The infiltration process was carried out in a cylindrical
steel crucible designed in two parts with the following dimensions:
inner diameter 6 cm, outer diameter 7 cm, and height 15 cm, Fig. 1b.
The crucible was hermetically closed in the bottom part with a remov-
able circular cover of diameter = 10 cm.

Open-cell Zn-22Al-2Cu foamswere produced usingporous preforms
constituted byNaCl particles (spaceholders) of spherical shape. In order
to manufacture spherical particles, commercial NaCl particles with a
cubic shape were molten, atomized with air, and solidified in flight to
retain their spherical shape. The NaCl particles were sieved and separat-
ed in three groups. Sieves with the following ASTM numbers: 16–25,
25–35, and 35–45, corresponding to 1.18–0.71 mm, 0.71–0.5 mm and
0.5–0.35 mm openings, were used. The NaCl particle sizes were classi-
fied here as (A) 0.85 mm, (B) 0.65 mm and (C) 0.42 mm, considering
the average size of each group. Fig. 2 shows the morphology and size
of such NaCl particles.

The NaCl particles were loaded into the crucible in order to form the
preformwith dimensions: diameter 6 cm and height 10 cm. Prior to the
infiltration process, the steel chamber was introduced into an electrical
ation process (upper part) and its position in the rotor of the centrifuge (lower part).



Fig. 2. SEM-images of the NaCl particles used in the manufacture of the open-cell Zn-22Al-2Cu foams: a) (A) 0.85 mm, b) (B) 0.65 mm and c) (C) 0.42 mm.
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resistance furnace (1) in order to sinter the preform using a tempera-
ture of 680 °C (120 °C below the melting point of the NaCl [22]) for
3 h. This sintering condition was taken from Reference [23]. Fig. 3
shows digital and SEM images of a representative sintered preform,
where the attachment between NaCl particles can be observed.

When the sintering time was completed, the furnace temperature
was decreased until the preheating temperatures of preforms (Tpref),
which were varied from 400 °C to 600 °C.

Simultaneously to the sintering process of the preforms, ingots of
Zn-22Al-2Cu alloy were melted in another electrical resistance furnace
(2). Pouring (or infiltration) temperatures (Tpouring) between 500 and
600 ± 5 °C were used for the infiltration casting process. When the in-
filtration temperature was reached, the molten alloy was poured into
the steel chamber on top of the sintered and preheated preform. After-
wards, the crucible was extracted from the furnace and quickly placed
in the rotor of the centrifugation system for the infiltration process.
For this process, centrifugal forces (Fc) from 11 to 25 N were tested.
After 5 min of spinning the centrifuge was stopped. When the formed
Zn-22Al-2Cu alloy–NaCl composite was completely solidified, it was ex-
tracted from the crucible, and thenmachined to obtain samples for anal-
ysis. Finally, the NaCl particles were completely dissolved in H2O using
an ultrasonic equipment.

The characterization of the porosity and cell structure was carried
out by optical microscopy and scanning electron microscopy using a
JEOL 6300. The percentage of porosity Pr (%) of the foamswas calculated
using the relative density, ρRel (defined as the foam density ρ* between
metal matrix density ρsolid = 5.4 g/cm3) in the following expression: Pr
(%) = (1-relative density) × 100. The density of the open-cell Zn-22Al-
2Cu foams ρ* was determined by calculating their volume from their
known external dimensions and measuring their mass.

2.3. Mechanical properties

Cylindrical-shape foams with dimensions: 20 mm in diameter and
16.6 mm in height were machined for the compression tests. Based on
previous studies [24,25] the sample height was minimized to obtain
Fig. 3. a) Digital image of sintered preform and
stress–strain curves with a large strain, including linear elasticity, col-
lapse plateau and densification. The tests were conducted at room tem-
perature using a universal testing machine (Instron 5500R) at a
constant crosshead speed of 0.5 mm/min, corresponding to a nominal
strain rate of 3 × 10−3 s−1. The stress-strain data are reported in
terms of engineering stress and strain. For each pore size at least three
samples were tested and the average mechanical parameters (e.g.
Yield strength σy, Young's modulus E and plateau stress) are reported.

3. Results and discussion

3.1. Infiltration parameters

Fig. 4(a–i) shows open-cell foams samples of the Zn-22Al-2Cu alloy
manufactured by the centrifugal casting process at different infiltration
parameters, using preforms constituted by spherical particles of NaCl.

The open-cell Zn-22Al-2Cu foamswere initiallymanufactured using a
centrifugal force (Fc) of 11 N, a pouring temperature (Tpouring) of 500 °C
(45 °C above the melting point of the alloy) and a preform constituted
byNaCl particles of (A) 0.85mmsize, whichwas heated to a temperature
(Tpref) of 400 °C prior to the infiltration process. From Fig. 4a, it can be
observed that the open-cell foam was partially formed at these infiltra-
tion parameters. Increasing the pouring temperature (Tpouring) at 600 °C
(145 °C above the melting point of the alloy) to increase the fluidity of
the molten metal through preform, a higher volume of open-cell foam
was obtained, Fig. 4b. When the heating temperature of the preform
(Tpref) was increased to 500 °C (using the same pouring temperature
Tpouring (600 °C) and centrifugal force Fc (11 N), a complete formation of
the open-cell foam was achieved, Fig. 4c.

Fig. 4d shows the open-cell foammanufacturedwith a preform con-
stituted by a minor size of NaCl particles (B) 0.65 mm) using the previ-
ous optimal infiltration parameters. As can be observed, these
parameterswere not sufficient to fully form the open-cell foam. Increas-
ing the heating temperature of the preform (Tpref) at 550 °C, a higher
amount of molten metal was infiltrated. However, part of the molten
metal was solidified on top of the open-cell foam, Fig. 4e. The complete
b) SEM-image of sintered NaCl particles.



Fig. 4.Open-cell Zn-22Al-2Cu foamsmanufactured varying the infiltration parameters: NaCl particle size, pouring temperature (Tpouring), heating temperature of the preforms (Tpref) and
centrifugal force (Fc).
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Table 1
Optimal infiltration parameters for the different pore sizes.

Sample pore
size (mm)

Centrifugal
force
Fc (N)

Infiltration
pressure
P (KPa)

Preheating
temperature
Tpref (°C)

Pouring
temperature
Tpouring (°C)

(A) 0.85 11 0.61 500 600
(B) 0.65 16 0.94 550 600
(C) 0.42 25 1.42 600 600

498 A. Sánchez-Martínez et al. / Materials and Design 108 (2016) 494–500
formation of the open-cell foamwas achieved by increasing the centrif-
ugal force (Fc) at 16 N, with the same heating temperature of the pre-
forms (Tpref) (550 °C) and pouring temperature Tpouring (600 °C), Fig. 4f.

Fig. 4g shows the open-cell foam manufactured with a preform
formed by fine NaCl particles of (C) 0.42 mm size. As expected, the
last optimal parameters were not enough to form this type of open-
cell foam. To attain the formation of the open-cell foam with this fine
pore size, first the heating temperature of the preforms (Tpref) was in-
creased to 600 °C (the same as the pouring temperature (Tpouring)
600 °C) and the centrifugal force (Fc) wasmaintained at 16 N. Although
with these process parameters the open-cell foam was not completely
formed, the molten metal was infiltrated in higher amount, Fig. 4h. In-
creasing the centrifugal force (Fc) to 25 N the open-cell foam was fully
formed as can be observed in Fig. 4i.

Table 1 summarizes the optimal infiltration parameters found for
each pore size. In general, the experimental results suggest that a de-
crease in theNaCl particle size of the preforms require increasing the in-
filtration parameters such as the pouring temperature (Tpouring), the
heating temperature of the preforms (Tpref) and the centrifugal force
(Fc). The maximum pouring temperature (Tpouring) used to infiltrate
the preformswas limited to 600 °C (145 °C above themelting point) be-
cause at higher temperatures the formation of slag (oxidation of the
molten metal) increases during the centrifugal process, which can ob-
struct the liquid metal flow through the NaCl preform.

On the other hand, it is well known that the preforms must be
preheated to prevent the premature solidification of the liquid metal
and increase its fluidity during the infiltration process, especially for
low infiltration pressures [7]. Although the preforms constituted by
NaCl particles could be heated at temperatures near 800 °C, the optimal
heating temperature (Tpref) found in this work was 600 °C, equal to the
Fig. 5. Open-cell Zn-22Al-2Cu foams with different pore sizes: a) (A) 0.85 mm, b) (B) 0
maximum pouring temperature (Tpouring). Results suggest that for the
manufacture of open-cell Zn-22Al-2Cu foams, both temperatures
could be set at 600 °C, while the centrifugal force should be changed ac-
cording to the NaCl particle size of the preform.

The NaCl particle size of the preforms acted as a scaling parameter
for the centrifugal force (Fc). This means that the NaCl particle sizes of
0.85 mm, 0.65 mm and 0.42 mm required minimum centrifugal forces
(Fc) of 11, 16 and 25 N, respectively, to fully form the open-cell Zn-
22Al-2Cu foams. Therefore, for the manufacture of open-cell foams
with preforms constituted by smaller NaCl particle sizes than
0.42 mm, higher centrifugal forces than 25 N must be used.

J.F. Despois et al. [26] have reported that using a minimum infiltra-
tion pressure (threshold pressure) in the manufacture of Al foams, the
molten metal is infiltrated in the preform only through the large spaces
located between NaCl particles. This condition favors the interconnec-
tion of the pores due to the large contact area between NaCl particles.
However, when the infiltration pressure is increased, the molten
metal is gradually infiltrated through the narrower regions. Conse-
quently, the density and the properties of the metallic structure are
increased.

In order to estimate theminimum infiltration pressure as function of
the NaCl particle size, the following equation was used [27]:

P ¼ 6V fγCosθ
df 1−V f

� � ð1Þ

where, Vf is the volume fraction of the preform (Vf =1− Pr), df diame-
ter of the spherical particles of NaCl, γ is the surface tension of the alloy
(γ=0.572 Nm−1), θ the contact angle (5 deg.). The last two data (sur-
face tension and contact angle) were obtained from data available for
similar Zn-Al alloys [28,29]. The results are shown in Table 1-column 3.

The minimum centrifugal force (corresponding to the minimum in-
filtration pressure) obtained for each NaCl particle size in this work
could be increased to modify the relative density of open-cell Zn-22Al-
2Cu foams and consequently their properties. Nevertheless, it must be
considered that the maximum pressure infiltration (generated by the
rotation of the liquid metal) should be less than those used in the man-
ufacture of metal-matrix composites (MMCs) for the same route.
.65 mm and c) (C) 0.42 mm and interconnected metallic structures (upper part).



Table 2
Densities, porosities and cell-strut thickness (±0.01 mm) of open-cell Zn-22Al-2Cu
foams.

Sample
Density of sponges
(g/cm3) Relative density Pr (%)

Average cell-strut
thickness (mm)

(A) 0.85 mm 1.73 0.32 68 0.76
(B) 0.65 mm 1.94 0.36 64 0.52
(C) 0.42 mm 2.21 0.41 59 0.4
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3.2. Cell structure

Fig. 5 shows samples of open-cell Zn-22Al-2Cu foams with three
pore sizes: a) (A) 0.85 mm, b) (B) 0.65 mm and c) (C) 0.42 mm. In the
upper part of this figure, SEM-micrographs of their metallic structures
are shown. From these images, it can be observed that the foams have
a homogeneous distribution of the porosity with shape and size equiv-
alent to those of the space holders (NaCl particles) used in the preforms.
Besides, these images clearly show that the foams have open porosity
completely interconnected.

Table 2 shows the experimental parameters used to calculate the
percent of porosity Pr (%). In addition, the cell-strut thickness of the
open-cell foams is shown. From this table, it can be seen that the Pr
(%) increased as the pore size increased. On the other hand, when the
pore size decreased, the relative density and the open-cell foam density
were increased. Relative density variations of the foams due to rotation-
al speed (infiltration pressure) were not analyzed in the present work.
Open-cell foam with pore size of (C) 0.4 mm and relative density of
0.41 had the smallest cell-strut thickness (0.4 mm).
3.3. Mechanical properties

The influence of the pore size on the mechanical properties of the
open-cell Zn-22Al-2Cu foams had also been analyzed in the present
work. Fig. 6 shows representative compressive stress–strain curves of
the open-cell foams with different pore size. It can be seen that the
curves exhibit three characteristic regions: (1) an initial linear elastic re-
gion at very low strain (smaller than 0.05) without the presence of peak
stress, (2) an extended plateau regionwith a nearly constant flow stress
and (3) a densification region (registered between 0.5 and 0.7% strain)
where the flow stress increased steeply. It is clear that the compression
curves in the plateau region show a smooth behavior, without the
Fig. 6.Compressive stress–strain curves of the open-cell Zn-22Al-2Cu foamswith different
pore sizes.
presence of serrations. This behavior was attributed to a uniform plastic
deformation of the foams due to uniform poremorphology and the high
mechanical strength of the cell strut material. According to M.
Taherishargh et al. [30], the uniform plastic deformation was caused
by the formation of multiple active deformation bands and high strain
hardening of the cell struts during the plastic deformation of the foams.

The experimental mechanical properties obtained from the com-
pressive test are summarized in Table 3. It was observed that all me-
chanical parameters; elastic modulus E, yield strength σy, (the 0.2%
offset criteria was used to identify the initial linear elastic behavior
and the yield stress) and plateau stress σpl (average value of the stress
measured between the elastic region and the densification region)
showed the tendency of increasing when the pore size was decreased.

The reduction of the pore size increased the relative density and de-
creased the cell strut thickness of the open-cell ZnAlCu foams; conse-
quently the mechanical properties were also increased. For instance,
the higher mechanical parameters; Elastic modulus E (0.56 GPa), yield
strength σy (8.6 MPa) and plateau stress σpl (19.3 MPa) were obtained
for the open-cell foamwith the smaller pore size of (C) 0.42 mm (rela-
tive density, ρ⁎/ρs = 0.41). A similar behavior was reported in a previ-
ous study on the open cell Mg foams carried out by C.E. Wen et al.
[31]. They found that the mechanical properties were increased when
the porosity and pore sizewere decreased. This behavior was attributed
to the hardening capacity of the cell struts of the foams. According to the
aforementioned reference [30], the hardening capacity of the cell strut
was higher in the case of foamswith small pore size (thin thickness) be-
cause of a refined microstructure. This produces an effective hardening
of themetalmatrix of the foams causing high stress in the plastic region.

In general, the mechanical properties results were consistent with
those reported for the open-cell ZA22 alloy foams with irregular pore
morphology [23] and closed-cell ZA22 alloy foamswhichwere general-
ly preferred for structural applications [32]. From a practical point of
view, the mechanical properties obtained in the open-cell Zn-22Al-
2Cu foams, with pore sizes from 0.85 mm to 0.42 mm, could be accept-
able for a lot of functional and structural applications.
4. Conclusions

Open-cell Zn-22Al-2Cu foams with pore sizes of 0.42 mm, 0.65 mm
and 0.85 mm were successfully fabricated by centrifugal infiltration
process using preforms constituted by NaCl particles with spherical
shape.

The suitable heating temperature of the preformswas 600 °C, which
it is the same to thepouring alloy temperature,while theminimumcen-
trifugal force varied for each NaCl particle size of the preform.Minimum
centrifugal forces of 11, 16 and 25 N were required to fully form open-
cell Zn-22Al-2Cu foams with pore size of 0.85 mm, 0.65 mm and
0.42 mm, respectively.

When the pore size decreased, the relative density of the open-cell
Zn-22Al-2Cu foams increased and on the other hand, the cell strut size
decreased; consequently their mechanical properties were increased.
The higher mechanical parameters; Elastic modulus E (0.56 GPa),
yield strength σy (8.6 MPa) and plateau stress σpl (19.3 MPa) were ob-
tained for the open-cell foam with the smaller pore size (C) 0.42 mm
(relative density, ρRel = 0.41).
Table 3
Mechanical parameters of the open-cell Zn-22Al-2Cu foams.

Sample
Yield strength σy

⁎

(MPa)
Elastic modulus E
(GPa)

Average plateau
stress σpl (MPa)

(A) 0.85 mm 4.8 0.27 8.4
(B) 0.65 mm 6.5 0.29 13.5
(C) 0.42 mm 8.6 0.56 19.3



500 A. Sánchez-Martínez et al. / Materials and Design 108 (2016) 494–500
Acknowledgements

The authorswish to thank the Institutions CONACyT, SNI, COFAAand
SIP-Instituto Politécnico Nacional for their permanent assistance to the
Process Metallurgy Group at ESIQIE-Metallurgy and Materials
Department.

References

[1] L. Peroni, M. Scapin, M. Avalle, J. Weise, D. Lehmhus, Dynamic mechanical behavior
of syntactic iron foams with glass microspheres, Mater. Sci. Eng. A 552 (2012)
364–375.

[2] M. Taherishargh, I.V. Belova, G.E. Murch, T. Fiedler, Low-density expanded perlite–
aluminium syntactic foam, Mater. Sci. Eng. A 604 (2014) 127–134.

[3] T. Fiedler, M. Taherishargh, L. Krstulović-Opara, M. Vesenjak, Dynamic compressive
loading of expanded perlite/aluminum, Mater. Sci. Eng. A 626 (2015) 296–304.

[4] J. Weise, D. Lehmhus, J. Baumeister, R. Kun, M. Bayoumi, M. Busse, Production and
properties of 316 L stainless steel cellular materials and syntactic foams, Steel. Res.
Int. 85 (3) (2014) 486–497.

[5] P.K. Rohatgi, N. Gupta, B.F. Schultz, D.D. Luong, The synthesis, compressive proper-
ties, and applications of metal matrix syntactic foams, J. Miner. Met. Mater. Soc. 63
(2) (2011) 36–42 TMS.

[6] M.F. Ashby, A.G. Evans, N.A. Fleck, L.J. Gibson, J.W. Hutchinson, H.N.G. Wadley, Metal
Foams: A Design Guide, Butterworth-Heinemann, USA, 2000.

[7] J. Banhart, Manufacture, characterization and application of cellular metals and
metal foams, Prog. Mater. Sci. 46 (2001) 559–632.

[8] C. San Marchi, A. Mortensen, Infiltration and the Replication Process for Producing
Metal Sponges, Handbook of Cellular Materials. Wiley-VCH, 2002 44–56.

[9] J.A. Gutiérrez-Vázquez, J. Oñoro, Espumas de aluminio. Fabricación, propiedades y
aplicaciones, Rev. Metal. Madrid 44 (5) (2008) 457–476.

[10] L. Polonsky, S. Lipson, H. Markus, Mod. Cast. 39 (1961) 57.
[11] C. Gaillard, J.F. Despois, A. Mortensen, Processing of NaCl powders of controlled size

and shape for the microstructural tailoring of aluminium foams, Mater. Sci. Eng. A
374 (1–2) (2004) 250–262.

[12] R. Goodall, A. Marmottant, L. Salvo, A. Mortensen, Spherical pore replicated
microcellular aluminium: processing and influence on properties, Mater. Sci. Eng.
A 465 (2007) 124–135.

[13] J. Jia, A.R. Siddiq, A.R. Kennedy, Porous titanium manufactured by a novel powder
tapping method using spherical salt bead space holders: characterisation and me-
chanical properties, J. Mech. Behav. Biomed. Mater. 48 (2015) 229–240.

[14] M. Vesenjak, M.A. Sulong, L.K. Opara, M. Borovinšeka, V. Mathierd, T. Fiedler, Dy-
namic compression of aluminium foam derived from infiltration casting of salt
dough, Mech. Mater. 93 (2016) 96–108.
[15] J.M. Molina, J. Narciso, E. Louis, On the triple line in infiltration of liquid metals into
porous performs, Scr. Mater. 62 (2010) 961–965.

[16] J.F. Despois, A. Marmottant, L. Salvo, A. Mortensen, Influence of the infiltration pres-
sure on the structure and properties of replicated aluminium foams, Mater. Sci. Eng.
A 462 (2007) 68–75.

[17] B.S. Murty, S.K. Thakur, B.K. Dhindaw, On the infiltration behavior of Al, Al-Li, and
Mg melts through SiCp bed, Metall. Mater. Trans. A 31A (2000) 319–325.

[18] Q. Fabrizio, A. Boschetto, L. Rovatti, L. Santo, Replication casting of open-cell
AlSi7Mg0.3 foams, Mater. Lett. 65 (2011) 2558–2561.

[19] Y. Nishida, G. Ohira, Modelling of infiltration of molten metal in fibrous preform by
centrifugal force, Acta Mater. 47 (3) (1999) 841–852.

[20] I.N. Orbulov, Metal matrix syntactic foams produced by pressure infiltration-the ef-
fect of infiltration parameters, Mater. Sci. Eng. A 583 (2013) 11–19.

[21] S.R. Yu, J.A. Liu, Y.R. Luo, Y.H. Liu, Compressive behavior and damping property of
ZA22/SiCp composite foams, Mater. Sci. Eng. A 457 (2007) 325–328.

[22] D.R. Lide, CRC Handbook of Chemistry and Physics, 82 ed. CRC Press, New York,
2001.

[23] S. Yu, J. Liu, M. Wei, Y. Luo, X. Zhu, Y. Liu, Compressive property and energy absorp-
tion characteristic of open-cell ZA22 foams, Mater. Des. 30 (2009) 87–90.

[24] Z. Wang, H. Ma, Z. Longmao, G. Yang, Studies on the dynamic compressive proper-
ties of open-cell aluminum alloy foams, Scr. Mater. 54 (2006) 83–87.

[25] E. Andrews,W. Sanders, L.J. Gibson, Compressive and tensile behaviour of aluminum
foams, Mater. Sci. Eng. A 270 (1999) 113–124.

[26] J.F. Despois, A. Marmottant, L. Salvo, A. Mortensen, Influence of the infiltration pres-
sure on the structure and properties of replicated aluminium foams, Mater. Sci. Eng.
A 462 (2007) 68–75.

[27] Y. Nishida, I. Shirayanagi, Y. Sakai, Infiltration of fibrous preform by molten alumin-
ium in a centrifugal force field, Metall. Mater. Trans. A 27 (12) (1996) 4163–4169.

[28] L.C. Prasad, A. Mikula, Surface segregation and surface tension in Al–Sn–Zn liquid al-
loys, Phys. B 373 (2006) 142–149.

[29] Y. Gancarz, J. Pstrus, S. Mosinska, S. Pawlak, Effect on Cu addition to Zn-12Al alloy on
thermal properties and wettability on Cu and Al substrates, Metall. Mater. Trans. A
47A (2016) 368–377.

[30] M. Taherishargh, M.A. Sulong, I.V. Belova, G.E. Murch, T. Fiedler, On the particle size
effect in expanded perlite aluminium syntactic foam, Mater. Des. 66 (2015)
294–303.

[31] C.E. Wen, Y. Yamada, K. Shimojima, Y. Chino, H. Hosokawa, M. Mabuchi, Compress-
ibility of porous magnesium foam: dependency on porosity and pore size, Mater.
Lett. 58 (2004) 35–360.

[32] J. Liu, S. Yu, X. Zhu, M. Wei, Y. Luo, Y. Liu, The compressive properties of closed-cell
Zn-22Al foams, Mater. Lett. 62 (2008) 683–685.

http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0005
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0005
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0005
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0010
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0010
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0015
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0015
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0020
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0020
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0020
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0025
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0025
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0025
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0030
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0030
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0035
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0035
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0040
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0040
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0045
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0045
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0050
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0055
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0055
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0055
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0060
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0060
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0060
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0065
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0065
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0065
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0070
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0070
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0070
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0075
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0075
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0080
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0080
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0080
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0085
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0085
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0090
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0090
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0095
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0095
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0100
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0100
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0105
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0105
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0110
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0110
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0115
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0115
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0120
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0120
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0125
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0125
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0130
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0130
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0130
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0135
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0135
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0140
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0140
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0145
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0145
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0145
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0150
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0150
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0150
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0155
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0155
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0155
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0160
http://refhub.elsevier.com/S0264-1275(16)30923-6/rf0160

	Main process parameters for manufacturing open-�cell Zn-�22Al-�2Cu foams by the centrifugal infiltration route and mechanic...
	1. Introduction
	2. Experimental procedures
	2.1. Alloy preparation
	2.2. Infiltration casting
	2.3. Mechanical properties

	3. Results and discussion
	3.1. Infiltration parameters
	3.2. Cell structure
	3.3. Mechanical properties

	4. Conclusions
	Acknowledgements
	References


