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1
LOW LOSS JOINT FOR
SUPERCONDUCTING WIRE

CROSS-REFERENCE TO RELATED
APPLICATIONS

This application claims priority to U.S. Patent Application
No. 61/148,111, filed Jan. 29, 2009, all of which is incorpo-
rated by reference as if completely written herein.

STATEMENT REGARDING FEDERALLY
SPONSORED RESEARCH OR DEVELOPMENT

Not Applicable

BACKGROUND OF THE INVENTION

Superconducting wires have enabled high current density
in a conductor, which has enabled high field magnets. This in
turn has enabled magnetic resonance imaging (MRI) of
increasing resolution and clarity, a goal for all medical diag-
nosis. Traditionally, the wire of choice has been niobium
titanium (NbTi), developed several years ago for the intended
use of achieving high magnetic fields in high energy physics
applications. The emergence of MRI has since dominated the
market for this product for a number of reasons. First, NbTi is
ductile and can undergo considerable strain (~1%) before
failing, thereby greatly simplifying manufacturing. Second,
successive lengths can be easily joined by compressing the
bare exposed NbTi filaments together and securing them in a
pot of solder, and in particular, in a pot of low temperature
solder. Despite all the benefits offered by NbTi wire, it has a
single weakness that greatly affects its desirability as a MRI
superconductor. It quenches (undergoes transition into nor-
mal electrical conducting mode) easily. Micro joules of
energy can drive local temperatures from its stable operating
temperature 0f4.2° K. (liquid helium) to its operating limit of
~5.5° K., depending on current density and background field.

Wire joints are necessary because a MRI must be con-
structed of several segments of superconducting wire. A low
resistance joint is also useful for other superconducting appli-
cations such as superconducting fault current limiters,
motors, generators, etc. With the current technology using
NbTi wire, this is relatively simple. A copper stabilizer is
etched away from the very ductile and acid resistant NbTiand
the individual filaments are compressed together, coiled and
secured in a container of Wood’s metal, which as one skilled
in the art will recognize, is a fusible alloy that becomes liquid
at approximately 70° C. (158° F.), and is a eutectic alloy of
bismuth, lead, tin, and cadmium with the following percent-
age by weight: 50% B1, 26.7% Pb, 13.3% Sn and 10% Cd. The
joint is effectively persistent having an electrical resistance of
<107'2 Ohm, which is sufficient for normal MRI operation
and maintenance.

MRIs have a device that permits the superconducting mag-
net to be autonomous. This persistent switch is made up of a
small coil of superconductor co-wound with a resistive
heater, which is actuated external to the magnet cryostat. It is
electrically connected in parallel with the superconducting
coil and a charging power supply. When the heater is on, it
renders the persistent switch “normal” and more resistive
than the superconducting magnet. A few volts applied across
the leads cause current to flow from the high-current charging
power supply into the superconducting magnet. When the
target field and concomitant current are reached, the heater is
turned off making the persistent switch superconducting and
allowing the current to flow through it instead of the charging
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power supply. The charging leads are removed leaving the
superconducting magnet with a persistent magnetic field,
which will remain until the low electrical resistance joints and
inherent low resistance of the superconducting wire in the
magnet dissipate the field to an unacceptable level. At this
point, the process is repeated recharging the coil. Persistent
joints may be required in two places; in and out of a persistent
switch and between wire coil segments that form a solenoid or
other electromagnet shape made up of a plurality of wire
segments.

Magnesium diboride (MgB,) was shown to be supercon-
ducting in 2001 and was made into filamented wire form
shortly thereafter. With its critical temperature of39° K., it is
highly temperature tolerant and not sensitive to local low
energy inputs such as cracks in epoxy potting material. How-
ever, joining the ends of successive wire lengths presents
several issues. MgB, has a low strain tolerance, 0.4% maxi-
mum and a working strain limit of 0.2%. This is not as
sensitive as certain competitor high temperature supercon-
ducting (HTS) materials, such as BSCCO and YBCO, but it
requires special consideration when attempting to place
MgB,, particularly reacted MgB,, into direct contact with
MgB,, a necessary condition for joint persistence and appli-
cability to MRI magnets. The limiting factor is inextricably
tied to the required construction of MgB, wire.

MgB, wire has only a few constituent materials, generally
four in number, each providing an essential function. The
MgB, itself is frequently contained in a sheath of niobium
(Nb) or iron (Fe). However, titanium (T1), tantalum (Ta), and
nickel (Ni) can be used to prevent the degrading effect of any
surrounding copper (Cu) or copper alloy contamination dur-
ing heat treatment, which can take place in a range of between
approximately 1 and 1200 minutes in duration and a tempera-
ture of approximately 550° to 900° C. In a preferred embodi-
ment, such heat treatment may take place in approximately 20
minutes at approximately 650° C. The Cu provides the essen-
tial stability for MgB, while it is carrying current in the
superconducting mode. At the moment of incipient quench,
the current leaves the MgB, and enters the Cu or Cu alloy. In
its optimum condition, the Cu carries the current temporarily
and either heats ohmically or cools, allowing the current to
reenter the MgB,. Around the outside of the wire is a strong,
ductile material used to facilitate drawing to the required size
and shape. Although there are other candidate materials, to
date, the material of choice continues to be Ni—Cu alloys,
such as in some embodiments, Monel® 400 (MONEL is a
trademark of Special Metals Corporation, headquartered in
New Hartford, N.Y., U.S.A.) It provides the ductility neces-
sary to draw the Cu and Nb or Fe without failure while
providing electrical and thermal properties suitable for sta-
bility when wound into a magnet.

Inorderto place the MgB, from one wire into direct contact
with the MgB, in another wire, the surrounding material must
be stripped away. This leaves the Nb, Fe, or other sheath
materials and the MgB,, which has a low strain tolerance
vulnerable to fracture when compressed against its neighbor.
This required exposure is exacerbated by the fact that any
means of removing the Nb (note that the Ni—Cu alloy and Cu
can be easily removed by chemical etching) destroys the
MgB,. If mechanical means are done improperly, cracks can
occur thereby breaking the reacted MgB, and losing electrical
continuity, while chemical means may etch away the MgB,
faster than it does Nb, a refractory metal. The challenge is to
expose a sufficiently large surface area of MgB, that is still
supported by the Nb or Fe sheath to allow either direct contact
of the MgB, from each of the two wires and/or addition of
reacted MgB,, and/or un-reacted Mg+B powder, and/or unre-
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acted stoichiometric, or slightly off-stoichiometric, Mg+2B
or Mg+2B+dopants for subsequent sintering.

A key problem to address is the manufacturability of a
persistent joint. The goal is to be able to wind coils—there
may be 5 to 8 in a single MRI solenoid shaped magnet—and
join the ends to form a continuous wire connection. It is
unlikely that pressing wires or filaments together will effect a
persistent joint regardless how exposed the filaments are,
because the Nb and Fe sheaths may be resistive, particularly
in a background magnetic field. The possibilities include
in-situ heat treating of the Mg+B, the stoichiometric or oft-
stoichiometric Mg+2B, or Mg+2B+one or more dopants with
the components being in powder, semi-solid, or solid form, in
intimate contact with the reacted MgB, wire ends. It may be
necessary to clamp the two ends of adjacent coils into a single
fixture, fill it with Mg+B, stoichiometric or off-stoichiometric
Mg+2B, or Mg+2B+ one or more dopants and heat treat it
without damaging the wires, i.e., without breaking the MgB,
filaments.

Methods exist in current literature for both wire and joints
for mixing stoichiometrically 53% by weight Mg and 47% by
weight B powders with and without dopants to form wires as
well as a bridge between two exposed ends of reacted MgB,
superconductor to fabricate a joint. These disclosures fail in
achieving the best method for forming the aforementioned
superconducting bridge between the two ends of previously
reacted MgB, wire. This less than desirable result stems from
the fact that as the stoichiometric, or slightly non-stoichio-
metric mixed powders, Mg+2B forms into MgB,, there is a
decrease in density, thus, the MgB, that is forming in the joint
is shrinking (pulling away) from the interface of the prepared
MgB, reacted wires and the joint being formed. Because of
this effect, there is the potential to not obtain the ideal super-
conducting properties through the wire-to-joint interface. The
MgB, joint material forms as the Mg diffuses into the adja-
cent B particles. Thus, when a stoichiometric mixture (or one
nearly stoichiometric) is used, the density of a Mg+2B pow-
der mixture when converted to MgB, by heating, the density
of the MgB, plus void volume at the interface of the reacted
wires is less than the original un-reacted individual Mg+2B
powders plus void.

The process of MgB, formation is one where the Mg,
which surrounds B particles in a well mixed, nearly stoichio-
metric powder mixture, begins as precursors. In this specifi-
cation, the term “superconducting precursor” and/or “precur-
sor” shall mean those elements, compounds or mixtures
containing both Mg and B, which upon suitable reaction
processes, have the capacity to form electrically supercon-
ducting compounds. Precursor or superconducting precur-
sors may also contain variable amounts of already formed
MgB,. The Mg diffuses into the B to form MgB,, and voids
(porosity) are present where the Mg was previously located.
In a macro sense, this densely packed precursor mixture
becomes less dense with the depletion of the magnesium
(Mg). This density reduction is approximately 20% less than
the original packed volume. As this MgB, formation takes
place and the packed volume of the precursor powder mix
becomes less dense, there is a tensile strain placed on the
interconnecting superconducting bonds at the reacted MgB,
wire surfaces and new MgB, material being formed in the
joint. The joint is bounded by the confining fixed volume of
the joint housing, and the fixed reacted wires on both sides of
the joint. In this way, the shrinkage from the formation of the
MgB, may resultin breaking these bonds and diminishing the
current carrying capacity of the MgB,, formed to bridge the
gap between two ends of reacted MgB, superconducting
wire.
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With the alarming news that helium supplies worldwide
are dwindling fast, there is a scramble among MRI suppliers
to develop conduction cooled magnets that use a cryocooler
to replace the currently used liquid helium bath cooled closed
systems. The added expense of initial filling and required
refilling at any time there is a quench or when maintenance is
required diminishes the marketability of any MRI system.
Conversion from NbTi superconductor to MgB, supercon-
ductor in MRIs is a logical step in making the transition to a
cryocooler based conduction cooled magnet since it takes
advantage of the greater temperature tolerance of the MgB,,.
This allows greater flexibility in designing the heat sink that
maintains the coil temperature as a larger gradient can be
tolerated. When operating below ~10° K., MgB, is well
below its critical transition level, which minimizes the like-
lihood of a quench. This effect is particularly important for
the persistent joint, which usually has a lower critical current
than the wire. The persistent joint should be mounted on the
heat sink as close as practicable to the cryocooler cold-foot
and in the lowest field zone around the magnet.

One of the problems to be solved in joining superconduct-
ing wires is to connect the actual superconducting filaments
with one another. Prior attempts to do so with MgB, have
failed because the sheath material surrounding the MgB, is
too electrically resistive to simply overlap, as is the standard
method with NbTi currently in use. The actual MgB, must be
in electrically superconducting contact between the two wires
being joined. Ideally, the reacted MgB, needs to be exposed
so that the mix of Mg+2B, MgB, or combinations of these,
when reacted, form a superconducting bridge between the
two wire ends.

Present disclosed methods to produce MgB, joint forma-
tion uses near stoichiometric mixture of powder form Mg+2B
as the joint material. This produces MgB, formation that is
less dense when compared to the original Mg+2B mixture.
Thus, the newly formed MgB, tries to pull away from the
prepared MgB, wire surfaces. The joint materials and
arrangements in multiple embodiments of the instant inven-
tion allow for adjustment, that is, increase in joint volume of
formed, so as to create a condition of positive pressure
between the formed MgB, and the prepared MgB, wire sur-
faces. If parameters are adjusted properly, cracking due to
over pressure and lower superconducting properties due to
lower volume of materials in the joint when MgB, is formed
are minimized.

SUMMARY OF THE INVENTION

Numerous variations, modifications, alternatives, and
alterations of the various preferred embodiments, processes,
and methods may be used alone or in combination with one
another as will become more readily apparent to those with
skill in the art, with reference to the following detailed
description of the preferred embodiments and the accompa-
nying figures and drawings.

An improved persistent joint is conceived that facilitates
the use of MgB, superconducting wire in the new generation
MRIs and like devices where persistent current and low resis-
tance joints and magnetic field are required, such as in super-
conducting fault current limiters, motors, generators, etc. It
addresses the critical need to connect reacted MgB, in one
wire strand with reacted MgB, in another by a series of wire
end preparations and in-situ reacting of Mg+B, Mg+2B, or
Mg+2B+ one or more dopants in certain embodiments where
the B and or Mg can be in solid, semi-solid, powder or sol-gel
form, in intimate contact with the wires.
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The instant invention includes a low loss joint for super-
conducting wire and a method of forming such a joint. In one
series of embodiments, the low loss joint includes a joining
block with a variable volume block cavity volume, at least a
first variable position closure, and at least one superconduct-
ing wire termination assembly port.

At least one superconducting wire enclosed at least in part
with superconducting wire stabilizer removed from around
any filaments enters the joining block through a supercon-
ducting wire termination assembly port, and a superconduct-
ing joining material is in electrical communication with the at
least one superconducting wire.

In certain embodiments which shall be discussed further
below, it may be desirable to compress certain precursors of
the superconducting joining material. The first variable posi-
tion closure may be a threaded cap that can be tightened to
achieve such compression. In other embodiments, it may not
be desirable to compress precursors to, or the superconduct-
ing joining material itself. In such cases, it may be possible or
desirable to form a poured cap by pouring and then hardening
alayer of liquefied metal, such as Wood’s metal, to protect the
superconducting joining material.

The joining block may be a single unit, while in other
embodiments it may be multi-part, and may further include an
insulator electrically insulating the joining block from a heat
sink. The joining block may be formed from various materials
and to various parameters, and may be formed at least in part
by copper and a second metal selected from the group of
metals consisting of stainless steel and chromium. In certain
embodiments, the second metal may fully chemically sepa-
rate the copper from the internal body surface to prevent
undesirable chemical interaction between the joining block
and the superconducting joining material. As a performance
parameter, one skilled in the art may be able to fabricate low
loss joints having an electrical resistance of less than 107'2
Ohm.

The low loss joint may include a superconducting wire
termination assembly with a superconducting wire termina-
tion assembly body extending into the block cavity and a
superconducting wire termination assembly wire opening at
least partially enclosing the superconducting wire. A portion
of the superconducting wire stabilizer may be stripped back
some distance from the termination by chemical etching, or
other means, leaving an exposed segment of superconducting
wire. The superconducting wire may have a superconducting
wire cut surface that is cut at an angle between approximately
10 and 90 degrees to a longitudinal axis of the superconduct-
ing wire. This can be done by mechanical means such as with
a diamond cut off saw, grinding tool, etc.

The superconducting wire may also be cut by a wide vari-
ety of other methods, subject to certain difficulties in
mechanical cutting such as are described above. In one
embodiment, the superconducting wire cut surface is cut by
means of a laser. In certain embodiments, it may be necessary
to polish the superconducting wire cut surface after cutting,
and in consideration of certain difficulties involved in
mechanical handling and polishing as described above, it may
be desirable to polish the superconducting wire cut surface
with Boron (B) powder having a grit size less than 1 micron.

The superconducting joining material may be formed in a
wide variety of methods, all of which are envisioned here,
although only certain embodiments will be discussed. In one
series of embodiments, the superconducting joining material
may be a powder, semi-solid, solid, or sol-gel selected from
the group of materials consisting of MgB,, Mg, B, and mix-
tures thereof, and in some cases, compressed to 60% to 100%
of maximum density and subsequently heat reacted to form a
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superconducting material. In other embodiments, the super-
conducting joining material (600) further comprises MgB,
gel.

In yet other embodiments, the block cavity may include a
lining comprising Mg in the form of compacted powder, foil,
or strips formed on at least a portion of the internal body
surface, separate from any B powder or solid form B in order
to provide a further, or even possibly an exclusive, source of
Mg for reaction into superconducting joining material.

The low loss joint ofthe instant invention may be formed in
a wide variety of ways, including but not limited to the fol-
lowing. In one set of embodiments, at least one superconduct-
ing wire may be cut to form a superconducting wire cut
surface, and the cut surface placed within a joining block
having a variable volume block cavity. The variable volume
block cavity volume may then be at least partially filled with
at least one metallic material in powder, solid, sol-gel, or
semi-solid porous form, selected from the group of metallic
materials consisting of Mg, B, and mixtures thereof. These
precursors may then be sealed, in some embodiments, from
anambient atmosphere by sealing the first block opening with
a first variable position closure which may be tightened to
compress the powder to between 60% and 100% of maximum
density. While under compression, the joining block contain-
ing the compressed precursors may be heated to a predeter-
mined temperature of at least 550° C. and not more than 900°
C. and maintained at that predetermined temperature for a
time of at least one minute and not more than 1200 minutes.

The joining block may then be slowly cooled, and eventu-
ally, for use, cooled to a superconducting temperature as
required for the materials used. In other embodiments, Mg
may be provided by means of a Mg lining of the block cavity.

In another series of embodiments, that may not require
compression of precursors, at least a portion of the variable
volume block cavity volume may be filled with a gel of MgB,,,
B only, a mixture of Mg+2B, a mixture of Mg+2B+dopants
and then heating the gel to evaporate volatile compounds and
solidity the gel. The gel form could also be poured as gel of B
only first around the wires to be joined, then on top of that as
a gel of only Mg and subsequently heated to drive off vola-
tiles. This would be followed by heat treating to a temperature
between 550° and 900 C. The first block opening may then be
sealed from an ambient atmosphere with a poured cap formed
from a liquid and subsequently hardened. The joining block
may then be cooled, for use, to a superconducting tempera-
ture.

In its most general configuration, the present invention
advances the state of the art with a variety of new capabilities
and overcomes many of the shortcomings of prior devices in
new and novel ways. In its most general sense, the present
invention overcomes the shortcomings and limitations of the
prior art in any of a number of generally effective configura-
tions. The instant invention demonstrates such capabilities
and overcomes many of the shortcomings of prior methods in
new and novel ways.

BRIEF DESCRIPTION OF THE DRAWINGS

Without limiting the scope of the low loss joint for super-
conducting wire as claimed below and referring now to the
drawings and figures, all shown not-to-scale:

FIG. 1 shows a partially exploded elevated perspective
view of an embodiment of a low loss joint for superconduct-
ing wire;

FIG. 2 shows a cross section view of the embodiment of the
FIG. 1,



US 8,812,069 B2

7

FIG. 3 shows a side elevation view of the embodiment of
the FIG. 1;

FIG. 4 shows an end elevation view of the embodiment of
the FIG. 1;

FIG. 5 shows a cross section view of an embodiment of a
low loss joint for superconducting wire;

FIG. 6 shows a cross section view of an embodiment of a
low loss joint for superconducting wire;

FIG. 7 shows a side view of a detail of the embodiment of
FIG. 1,

FIG. 8 shows a cross section view of a detail of the embodi-
ment of FIG. 1;

FIG. 9 shows a further cross section view of an enlarged
detail of FIG. 8; and

FIG. 10 shows a cross sectional view of a prior art super-
conducting wire and superconducting wire stabilizer, as
defined herein.

These drawings are provided to assist in the understanding
of the exemplary embodiments of the device as described in
more detail below and should not be construed as unduly
limiting the device. In particular, the relative spacing, posi-
tioning, sizing and dimensions of the various elements illus-
trated in the drawings are not drawn to scale and may have
been exaggerated, reduced or otherwise modified for the pur-
pose of improved clarity. Those of ordinary skill in the art will
also appreciate that a range of alternative configurations have
been omitted simply to improve the clarity and reduce the
number of drawings.

DETAILED DESCRIPTION OF THE INVENTION

The low loss joint (10) for MgB, superconducting wire
(330) and method of forming the enables a significant
advance in the state of the art. The preferred embodiments of
the device accomplish this by new and novel arrangements of
elements and methods that are configured in unique and novel
ways and which demonstrate previously unavailable but pre-
ferred and desirable capabilities. The detailed description set
forth below in connection with the drawings is intended
merely as a description of the present embodiments of the
device, and is not intended to represent the only form in which
the present device may be constructed or utilized. The
description sets forth the designs, functions, means, and
methods of implementing the device in connection with the
illustrated embodiments. It is to be understood, however, that
the same or equivalent functions and features may be accom-
plished by different embodiments that are also intended to be
encompassed within the spirit and scope of the claimed
device.

At a baseline, “superconducting wire,” as the term is gen-
erally used in the art, is frequently composed of certain sub-
structures, which shall be defined as follows: The term
“superconducting wire” shall mean the superconducting ele-
ments of a wire, which in a typical embodiment comprise
superconductant areas (331), typically MgB, areas; and
superconductant sheath areas (332), typically Nb areas (al-
though in some embodiments Fe may be substituted for Nb,
and for the purposes of this specification, the terms “Nio-
bium” and “(Nb)” shall be deemed to further include Nb, Fe
and mixtures and alloys thereof); and collectively and without
regard to their metallurgical or chemical composition, these
superconducting areas shall constitute the superconducting
wire (330). When a superconducting wire (330) is cut, the cut
superconducting areas, typically superconductant areas (331)
(MgB,) and superconductant sheath areas (332) (Nb), shall
collectively constitute the superconducting wire cut surface
(333). Such superconducting elements are typically sur-
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rounded by other metallic areas, which while electrically
conductive and not therefore within the traditional definition
of “insulating” are nonetheless not superconductive. These
“not superconductive” areas, which in a typical embodiment
consist of areas of supporting matrix areas (336), typically
Copper (Cu) and supporting matrix sheath areas, (338) typi-
cally Ni—Cu alloy, shall collectively constitute the supercon-
ducting wire stabilizer (340). Also, for the purposes of this
specification and claims, the term “metal” and “metallic”
shall be deemed to include materials sometimes classified as
being semi-metallic, and in particular, shall include Mg, B,
and MgB,.

Certain design elements are found in many embodiments
of the low loss joint (10). For example, supportive wire ter-
minations may be an important feature of an assembly-ready
coil. They may be added after the wire has been reacted,
insulated and wound onto the final former and impregnated
with epoxy, which may in turn be done before or after reaction
depending on processing logistics. Wire ends are prepared by
exposing the MgB, filaments by cutting, or in some embodi-
ments one might say scarfing them, either square or ninety
degrees or at a low angle, which by way of example only and
not limitation, may be between approximately 10 and 90
degrees. This typically exposes the MgB, while leaving it
supported by the Nb or Fe sheath. The joints may be prepared
by any convenient method, such as grinding, diamond saw-
ing, laser cutting, or any other cutting means as would be
understood by one skilled in the art, although attempts to do
this by mechanical means have shown limited success. As one
skilled in the art would expect, the fragile MgB, filaments are
easily fractured, so care must be taken in preparing the ends of
the reacted MgB, wire, as even the finest grinding grit may
cause cracks that cannot be easily healed in a subsequent heat
treatment in the presence of Mg+B fill. A removable cap may
cover the wire end terminations during handling and is
removed at assembly with the mating wire termination. The
wire ends rest on part of the structure of the wire terminations
in order to prevent fracture during handling and mounting.

An alternate solution, as will be discussed below, to the
problem of unavoidable fractures of the reacted MgB, may be
to use solid forms of B and Mg that are separated and not
mixed, a sol-gel form of Mg+2B either separated or mixed, a
mixture of B powder with 0-20 wt % Mg separated from the
remaining Mg, in place of stoichiometric, or nearly stoichio-
metric, mixed fine powder Mg+2B to fill in around the scarfed
ends of the wires to be joined. A drying and curing process
involving low heat would then convert the sol-gel back into a
solid, thereby mending the cracks. Also, the 100% B or B with
0-20 wt % Mg could be placed in the joint area between the
wires and the remaining Mg for reaction and would be outside
the joint area between the two wires to be joined.

In one embodiment of the low loss joint (10), two prepared
wire terminations to be joined are bolted to either side of a
hollow block, penetrating to an inner cavity of the block, such
that the exposed scarfed wires are generally oriented upward.
This upwards orientation may assist with later bonding and
stability of the wires, and may not be a required orientation.
The block may be otherwise closed everywhere except for an
opening at the top. Here, a MgB,, Mg+2B or Mg+2B+
dopants precursor material is introduced according to several
options.

Precursor, may be in the form of Mg+2B+MgB, mixed,
Mg+2B mixed, MgB,, B plus Mg not mixed, B plus 0-20% wt
% Mg mixed plus separate Mg in the form of powder, solid or
sol-gel, or other combinations as would be known by one
skilled in the art. In the case of certain precursor options,
particularly with powders, they can be compressed before
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heat treatment at 550°-900° C. for 1-1200 minutes, and in a
preferred embodiment, for 650° C. for approximately 20 min-
utes. The compression may be accomplished with a threaded
cap and/or a keyed plunger, and a spanner wrench is a com-
mon tool to tighten such large diameter thin caps. The bottom
of the cavity may have a second opening sealed by a second
cap, with such design being intended to simplify formation of
the block.

The use of powder precursor raises the problem that com-
pression can create cracks in the MgB, filaments that the
powder cannot infiltrate and bridge to ensure electrical con-
nectivity. This problem may be solved in another embodiment
by the use of a sol-gel form of MgB,, which in its liquid form,
can infiltrate as well as surround the MgB, wire ends. The
sol-gel precursors may be poured into the block and first heat
treated at a low heat to evaporate the liquid compounds, as
would be known by one skilled in the art, and then subse-
quently heat treated at a higher heat and longer time, which
one skilled in the art would know to be at 550°-900° C. for
1-1200 minutes, and in a preferred embodiment, for 650° C.
for approximately 20 minutes. The heat treatment may be
accomplished with a brazing device or comparable portable
heating device that can hold the joining block and heat to the
required temperature and time without bending or kinking the
MgB, wire sufficiently to destroy the strain-limited filaments.
The volume around the joint may be flooded by any conve-
nient means with an inert gas to prevent unwanted oxidation
from ambient air during heat treatment.

If'a sol-gel process were used, the block may not necessar-
ily require a plunger and cap. Instead, the volume above the
reacted MgB, in the cavity could be filled with Wood’s metal
in order to secure and protect the joined wires from movement
or damage. It is noteworthy that Wood’s metal is currently
used to secure joints between NbTi wires.

It is important to maintain a joint between two supercon-
ducting wires at the lowest temperature available in the cry-
ostat. With bath cooling in helium used in nearly all MRIs, the
jointis placed at the lowest point in the bottom of the cryostat.
This ensures that it is the last part of the coil to be uncovered
as the liquid helium level lowers. In a conduction cooled MRI,
the joint is generally mounted on the heat sink as close to the
cryocooler as practicable. A thin layer of electrical insulation,
commonly a phenolic like G10, is required at the interface
with the mounting surface where appropriate to keep the
superconducting magnet electrical circuit insulated from the
dewar or adjacent coil segments. Any mounting screws (not
shown) must also be electrically insulated to electrically sepa-
rate the block and heat sink. This is commonly done with a
phenolic sleeve and washer, also commonly made of G10.

Upon completion of the low loss joint (10) connecting two
ends of the MgB, superconductors, urethane or comparable
compliant polymer can be added to the opening of the wire
terminations around the wire in order to avoid sharp bends
where the wire passes through the small holes in the wire
terminations. This is typically done after heat treatment in
order to spare the polymer any adverse effects from the heat
treatment.

There are several ways of connecting two ends of reacted
MgB, superconducting wire in a manner that places reacted
MgB, material between them superconductively connected
to both. In general, this involves chemically etching away the
Ni—Cu alloy and copper from the barrier (Nb or Fe) pro-
tected MgB, and subsequently exposing the MgB, itself by
some means. A second step involves placing the two ends into
a closed container where fresh powder precursor and/or
MgB, powder is added and reacted simultaneously with the
wire.
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When magnetic coil designs and fabrication means permit,
i.e., when all components can withstand the approximately at
least 550° C., or higher, reaction temperature, the MgB, wire
can be reacted in the final configuration including termina-
tions and joints. Un-reacted wire is not particularly strain
limited with mechanical failure of the sheath as the only
critical item. This allows the complete assembly to be formed,
reacted, impregnated with epoxy and integrated into the
device, commonly an MRI, without risking breaking the
MgB, filaments. In this way, exposed Mg+2B, MgB,, or
Mg+2B+dopant powder in the wire filaments, which are
themselves composed of packed powder, are placed in con-
tact with precursor joint material using any of the options
described previously in the joint and reacted together ensur-
ing superconducting continuity. A key limitation with such in
situ reaction of an entire assembly, lies in the logistics of
successfully heating an entire coil, including such compo-
nents as formers, to the required temperature and time levels
to react the Mg+2B, MgB,, or Mg+2B+dopant.

In creating prepared ends of the filaments to be joined, one
attempts to avoid contaminating the exposed reacted MgB,
wire surface with the grinding grit or other media used in the
process. One embodiment of the design is the use of 100%
nano B grit (less than 1 micron B powder) whose hardness is
fully sufficient to remove the sheath material, i.e., the Nb, Fe
or other suitable barrier between the MgB, and the Cu con-
taining superconducting wire stabilizer (340). A nano B grit
will leave behind traces of B that will react with Mg to
enhance the bond between the reacted MgB, in the wire ends
to be joined and the MgB, formed in the joint. This may be
advantageous, since even if a joint is laser cut, contamination
from cutting may make grinding of an exposed surface desir-
able.

Incertain embodiment, a variety of methods may be used to
introduce the Mg into the joint enclosure. Simply introducing
close to stoichiometric amounts of Mg and B precursor pow-
der into an enclosed space containing prepared ends of
reacted MgB, wires has been shown to produce less than ideal
superconductivity performance. In order to overcome this
limitation, certain embodiments may be employed, particu-
larly in light of the pre-heat treatment step that supplies the
required amount of Mg for stoichiometry, without leaving
voids in the reacted MgB,. One improved method for pro-
ducing a joint is to introduce solid Mg or Mg powder close to
well packed B powder (or B mixed with 0-20 wt % Mg) or
solid B shape, but not mixed close to a conventional stoichio-
metric mixture of Mg+2B. When the Mg reaches its vapor-
ization temperature, beginning at about 550° C., it infiltrates
the B powder or solid shape allowing formation of MgB,,
given sufficient time.

In one embodiment of a method, the joint material may
comprise 100% B powder, compacted to 60-100% of theo-
retical density with one or more dopants optionally added to
the B powder, placed in the joint area touching the two reacted
MgB, wire surfaces, with Mg powder or solid shapes of Mg
for a source of Mg during heat treatment outside the B pow-
der. In one group of embodiments, the Mg may take the form
of' a Mg lining of the cavity, of variable mass, as would be
understood by one skilled in the art. As the Mg vaporized
during heat treatment diffuses into the interior B, the volume
of MgB, material that forms increases increased compared to
the volume of B, thus applying a positive pressure between
the newly formed MgB, and the MgB, wire surfaces. To avoid
over pressure, resulting in cracking, or under pressure, result-
ing in lower superconducting properties, the percentage of B
compaction can be controlled from 60-100%, an optimized
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percentage below 100% being ideal. In a typical embodiment,
a compaction to between 70% and 80% of maximum com-
paction is employed.

In another embodiment, the joint material consists of B
powder mixed with Mg powder in a less than stoichiometric
relationship, where the B powder varies from 70-99% by
weight, and Mg varies from 1 to 30% by weight, thereby
totaling 100% by weight. In certain embodiments, the ratio
between Mg and B may be on the order of 9:1. This mixture
is compacted to 60-100%, and often typically 70%-80%, of
theoretical density, with one or more dopants optionally
added to the Mg+2B mixture. The mixture may be placed in
the joint area touching the reacted MgB, wire surfaces. Mg
powder or solid Mg shapes for a source of Mg during heat
treatment may be placed outside this mixture to supply addi-
tional Mg. As the vaporizing Mg diffuses into the B plus Mg
mixture during heat treatment, the volume of MgB, material
in the joint area increases compared to the original B plus Mg
mixture thus applying a positive pressure between the newly
formed MgB, and the MgB, wire end surfaces. To avoid over
pressure, which would result in cracking the MgB,,, or under
pressure, which would result in lowering the superconducting
properties, the percentage of Mg in the mixture with B can be
varied and the degree of compaction of the mixture can be
varied in a controlled manner from 60-100%.

In various embodiments, the heat treatment is accom-
plished in situ with any convenient heating method (torch,
resistive, inductive, etc.), using a portable heating device that
can hold the joining block and heat to the required 550°-900°
C., and maintain that temperature for 1-1200 minutes without
bending or kinking the MgB, wire sufficiently to destroy the
strain-limited filaments.

In yet another embodiment, the MgB, precursor may be
mixed with a solvent in slurry form, as opposed to the use of
dry powders. The slurry mixture can be poured into the joint
and then slightly heated to drive off the solvent. Compression
to obtain a 60-100% compaction density, as described above
may be necessary. Potential slurries can be used, such as B
only, or B plus Mg mixture, in the joint area between the two
joined MgB?2 wires, and include the use of a second slurry on
top of just Mg powder.

With regards to FIGS. 1-10, a low loss joint (10) for super-
conducting wire (330) and method for making such a low loss
joint (10) is described in numerous embodiments. For the
purposes of this specification and claims, the term “metal”
and “metallic” shall be deemed to include materials some-
times classified as being semi-metallic, and in particular, shall
include B. A typical illustration of superconducting wire is
seen in FIG. 10.

“Superconducting wire,” as the term is generally used in
the art, is composed of certain sub-structures, which shall be
defined, and are illustrated in FIG. 10 as follows: The term
“superconducting wire” shall mean the superconducting ele-
ments of a wire, which in a typical embodiment comprise
superconductant areas (331), typically MgB, areas, and
superconductant sheath areas (332), typically Nb areas, (al-
though in some embodiments Fe may be substituted for Nb,
and for the purposes of this specification, the terms “Nio-
bium” and “(Nb)” shall be deemed to further include Nio-
bium (Nb), Fe and mixtures and alloys thereof); and collec-
tively and without regard to their metallurgical or chemical
composition, these superconducting areas (331 and 332) shall
constitute the superconducting wire (330).

When a superconducting wire (330) is cut, the cut super-
conducting areas, typically the superconductant areas (331),
(MgB,) and superconductant sheath areas (332) (Nb) shall
collectively constitute the superconducting wire cut surface
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(333) as taught herein. Such superconducting elements are
typically surrounded by other metallic areas, which while
electrically conductive and not therefore within the tradi-
tional definition of “insulating” are nonetheless not supercon-
ductive. These “not superconductive” areas, which in a typi-
cal embodiment consist of areas supporting matrix areas
(336), typically Cu, and supporting matrix sheath areas (338),
(typically Ni—Cu) also seen well in FIG. 10, shall collec-
tively constitute the superconducting wire stabilizer (340).

In multiple embodiments taught herein, the low loss joint
(10), seenwell in FIGS. 1, 2, 5, and 6, includes a joining block
(100) having a body (110) with an external body surface (112)
and an internal body surface (114). The joining block (100) is
at least hollow in part, and has a variable volume block cavity
(120) in releasable fluid communication with an ambient
atmosphere through at least a first block opening (130), a
variable volume block cavity volume (122), at least a first
variable position closure (140), and at least one supercon-
ducting wire termination assembly port (170).

At least one superconducting wire (330) enclosed at least
in part with superconducting wire stabilizer (340) enters the
joining block (100) through the at least one superconducting
wire termination assembly port (170) and may have at least
one superconducting wire termination assembly (300)
enclosing the at least one superconducting wire (330) extend-
ing into the block cavity (120) from the external body surface
(112) to the internal body surface (114), In other embodi-
ments, the superconducting wire (330) may be formed inte-
grally with the joining block (100).

As seen in FIGS. 5 and 6, the block cavity (120) may
contain at least one superconducting joining material (600) in
electrical communication with the at least one superconduct-
ing wire (330). As seen in FIGS. 1-3 and 5-6, in some embodi-
ments, a plurality of superconducting wire termination
assemblies (300) may enter the joining block (100) with each
superconducting wire termination assembly (300) at least
partially enclosing one superconducting wire (330). How-
ever, one skilled in the art will realize, and hence it is not
illustrated herein, that it is envisioned that a single supercon-
ducting wire termination assembly (300) may partially
enclose two or more superconducting wires (330).

As seen well in FIGS. 2, 5, and 6, it may be desirable to
provide a second block opening (150) and for the joining
body (110) to have a second block closure (160). This may, by
way of example and not limitation, make it easier to machine
or otherwise form the joining block (100), and one skilled in
the art will realize that there are few limitations on the number
of block openings (130, 150) and block closures provided
(140,160). Itis not required that all block closures (140, 160)
necessarily be variable position block closures (140) for the
following reasons.

In certain embodiments which shall be discussed further
below, it may be desirable to compress certain precursors of
the superconducting joining material (600). In such embodi-
ments, as seen in FIG. 2, it may be desirable to provide the
first variable position closure (140) as a threaded cap (142).
Tightening down such a cap with some type of cap tightener
(700) as seen in FIG. 1, such as a spanner wrench or other tool
as would be known to one skilled in the art, may be sufficient
to compress the precursors as desired. In other embodiments,
a plunger (180) may be provided to increase or improve
compression, as seen in FIGS. 5 and 6.

In other embodiments, it may not be desirable to compress
precursors, or the superconducting joining material (600)
itself. In such cases, it may be possible or desirable to form a
poured cap (144) by pouring and then hardening a layer of
liquefied metal, such as Wood’s metal, to protect the super-
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conducting joining material (600), as seen in FIG. 6. In such
an embodiment, the poured cap (144) may not be compres-
sive.

In various embodiments, the joining block (100) may be a
single unit, while in other embodiments it may be multi-part,
such as is seen in FIGS. 1-2 and 5-6, where the joining block
(100) is formed by having a body (110) attached to a base
plate (190), which may in turn be attached to other structures
by means of a base plate mounting (192). In certain embodi-
ments, as would be known to one skilled in the art, and as seen
in FIG. 1, the joining block (100) may further include an
insulator (400) electrically insulating the joining block (100),
and the base plate (190) should one be provided, from a heat
sink (500). In other embodiments, such a heat sink (500) may
further include a cryocooler, or any such other cooling
mechanism as would be envisioned by one skilled in the art.

The joining block (100) may be formed from various mate-
rials and to various parameters, including but not limited to
such parameters as electrical and thermal conductivity. In
certain embodiments, the joining block (100) is formed at
least in part by copper and a second metal selected from the
group of metals consisting of stainless steel and chromium. In
certain embodiments, the second metal may fully chemically
separate the copper from the internal body surface (114), to
prevent undesirable chemical interaction between the joining
block (100) and the superconducting joining material (600).
As a performance parameter, one skilled in the art may be able
to fabricate low loss joints (10) having an electrical resistance
of less than 10™"* Ohm.

In certain embodiments, such as may be seen well in FIGS.
1-9, and in particular in detail in FIGS. 7-9, the low loss joint
(10) includes a superconducting wire termination assembly
(300) that further includes a superconducting wire termina-
tion assembly body (310) extending into the variable volume
block cavity (120) from the external body surface (112)
through the at least one superconducting wire termination
assembly port (170) to the internal body surface (114). The
superconducting wire termination assembly (300) may be
attached to the body (110) by means of a superconducting
wire termination assembly mounting (312) of many different
design possibilities, including screws or bolts such as are seen
well in FIGS. 1-6. Prior to assembly to the body (110), the
superconducting wire termination assembly (300) may be
protected by a removable superconducting wire protective
cap (350), as seen in FIGS. 7 and 8.

The superconducting wire termination assembly (300)
may also have a superconducting wire termination assembly
wire opening (320) at least partially enclosing the at least one
superconducting wire (330), as seen well in FIGS. 1, 4, and
5-6. In some embodiments, the superconducting wire termi-
nation assembly wire opening (320) may be at least partially
filled with a superconducting wire termination assembly wire
opening sealant (322), which as one skilled in the art would
know, may include urethanes or other compounds, and which
provides physical support to the superconducting wire (330).

Numerous options exist as to treatments for the termination
of'the superconducting wire (330) in the low loss joint (10). In
a typical embodiment, a portion of the superconducting wire
stabilizer (340) may be stripped back some distance from the
termination by chemical etching, which will preferentially
remove such elements from the superconducting wire stabi-
lizer (340) as Ni—Cu alloy and copper (Cu), leaving an
exposed segment of superconducting wire (330), and in par-
ticular, areas of Nb and MgB,. In certain embodiments the
superconducting wire (330) may be cut, at least in part to form
amaximal exposed superconducting surface, to form a super-
conducting wire cut surface (333) that is cut at an angle
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between 10 and 90 degrees to a longitudinal axis of the
superconducting wire (330), such as is seen in FIGS. 2 and
5-8.

In certain embodiments, particularly those employing
compression of the superconducting joining material (600) it
may be desirable to place the superconducting wire (330) in
the joining block (100) such that the superconducting wire cut
surface (333) is oriented such that the superconducting wire
cut surface (333) at least in part faces towards the first variable
position closure (140), as is seen in FIGS. 2 and 5-8.

The superconducting wire (330) may be cut by a wide
variety of methods, subject to certain difficulties in mechani-
cal cutting such as are described above. In one embodiment,
the superconducting wire cut surface (333) is cut by means of
a laser. In certain embodiments, it may be necessary to polish
the superconducting wire cut surface (333) after cutting, and
in consideration of certain difficulties involved in mechanical
handling and polishing as described above, it may be desir-
ableto polish the superconducting wire cut surface (333) with
B powder having a grit size less than 1 micron.

The superconducting joining material (600) may be
formed in a wide variety of methods, all of which are envi-
sioned here, although only certain embodiments will be dis-
cussed. In one series of embodiments, the superconducting
joining material (600) may be formed from a precursor that is
itself selected from material forms that may include powder,
solids, semi-solids and sol-gels. Particularly, but not exclu-
sively, when using powder precursors, the precursor may be
compressed to 60% to 100% of maximum density and sub-
sequently heat reacted to form a superconducting material.
The chemical composition of precursors may vary, and in
certain embodiments, these precursor materials may be
selected from the group of materials consisting of MgB,, Mg,
B, and mixtures thereof.

In certain embodiments, the precursor may include
approximately 70% Mg and 30% B, while in other embodi-
ments the precursor may include approximately 90% Mg and
10% B. This composition may be supplied in many ways, as
would be known to one skilled in the art, including a powder
that includes approximately 70% Mg and 30% B, and a pow-
der including considerably less percentage weight of Mg,
with supplemental Mg contributed by such diverse sources as
Mg pellets or other solids dispersed in the powder, or as a Mg
lining (116), discussed below, formed on at least a portion of
the internal body surface (114), or otherwise contained within
the variable volume block cavity (120), as illustrated well in
FIGS. 5 and 6. Any powder form may be supplied as various
slurry forms. In other embodiments, the superconducting
joining material (600) further includes sol-gel forms, which
may further include Mg, B, and MgB, sol-gels.

Inyet other embodiments, referenced above and illustrated
in part in FIGS. 5 and 6, the internal body surface (114) may
include a lining (116) having Mg in the form of powder, strip,
foil, chucks, or any other form as would be known by one
skilled in the art, formed on at least a portion of the internal
body surface (114) or distributed within the B powder in order
to provide a further, or even possibly an exclusive, source of
Mg for reaction into superconducting joining material (600).

As one skilled in the art will envision, the low loss joint (10)
may be formed in a wide variety of methods, all of which are
intended to be encompassed here, even though only a few
have been discussed. In one embodiment, the low loss joint
(10) may be formed beginning with cutting at least one insu-
lated superconducting wire (330) to form a superconducting
wire cut surface (333). The superconducting wire cut surface
(333) may then be placed within a joining block (100) having
avariable volume block cavity (120), a variable volume block
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cavity volume (122) and at least a first block opening (130),
such that the superconducting wire cut surface (333) lies
within the variable volume block cavity volume (122).

The variable volume block cavity volume (122) may then
be filled with precursors of a superconducting joining mate-
rial (600) further comprising at least one metallic material
selected from the group of metallic materials consisting of
MgB,, Mg, B, and mixtures thereof. These precursors may
then be sealed from an ambient atmosphere by sealing the first
block opening (130) with a first variable position closure
(140). By use of a threaded cap (142), plunger (180) or any
other means as would be known to one skilled in the art, the
precursors of a superconducting joining material (600) may
be compressed and maintained to a compression of between
60% and 100% of maximum density. While under compres-
sion, the joining block (100), containing the compressed pre-
cursors may be heated to a predetermined temperature of at
least 550° C. and not more than 900° C. and maintained at that
predetermined temperature for a time of at least one minute
and not more than 1200 minutes. The joining block (100) may
then be slowly cooled, and eventually, for use, cooled to a
superconducting temperature as required for the materials
used.

In further embodiments, the step of compressing the pre-
cursors of a superconducting joining material (600) to
between 60% and 100% of maximum density may be further
refined to include the step of compressing and maintaining
the compression of the precursors of a superconducting join-
ing material (600) to between 70% and 80% of maximum
density.

In addition to the composition parameters discussed above,
the precursors to the superconducting joining material (600)
are subject to further refinement, as would be known to one
skilled in the art. In one series of embodiments, the step of
filling the variable volume block cavity volume (122) with
precursors of a superconducting joining material (600) may
include filling the variable volume block cavity volume (122)
at least in part with a material having a composition of
approximately 70% Mg and 30% B, or in other embodiments
a material having a composition of approximately 90% Mg
and 10% B.

In another series of embodiments, that may not require
compression of precursors, steps of formation of a low loss
joint (10) may include, first, cutting at least one insulated
superconducting wire (330) to form a superconducting wire
cut surface (333). As before, the superconducting wire cut
surface (333) may be placed within a joining block (100)
having at least a first block opening (130) and a variable
volume block cavity (120) having a variable volume block
cavity volume (122) such that the superconducting wire cut
surface (333) lies within the variable volume block cavity
volume (122).

In another embodiment of a method, at least one supercon-
ducting wire (330) may be cut to form a superconducting wire
cut surface (333) and placed within a joining block (100)
having at least a first block opening (130) and a variable
volume block cavity (120) having a variable volume block
cavity volume (122). The superconducting wire cut surface
(333) is placed so as to lie within the variable volume block
cavity volume (122).

Next, at least a portion of the variable volume block cavity
volume (122) may be filled with precursors of a supercon-
ducting joining material (600) that further include at least one
sol-gel selected from the group of sol-gels consisting of
MgB,, Mg, and B.

The sol-gel, or combination of a plurality of sol-gels, is
then heated to evaporate volatile compounds and solidify the
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gel. Lastly, the first block opening (130), may be sealed from
an ambient atmosphere with a poured cap (144) formed from
aliquid and subsequently hardened. For use, the joining block
(100) is cooled to a superconducting temperature.

Numerous alterations, modifications, and variations of the
preferred embodiments disclosed herein will be apparent to
those skilled in the art and they are all anticipated and con-
templated to be within the spirit and scope of the instant
invention. For example, although specific embodiments have
been described in detail, those with skill in the art will under-
stand that the preceding embodiments and variations can be
modified to incorporate various types of substitute and or
additional or alternative materials, relative arrangement of
elements, and dimensional configurations. Accordingly, even
though only few variations of the present invention are
described herein, it is to be understood that the practice of
such additional modifications and variations and the equiva-
lents thereof, are within the spirit and scope of the invention
as defined in the following claims. The corresponding struc-
tures, materials, acts, and equivalents of all means or step plus
function elements in the claims below are intended to include
any structure, material, or acts for performing the functions in
combination with other claimed elements as specifically
claimed.

We claim:

1. A low loss joint (10) for superconducting wire (330),
comprising;

a joining block (100) integral to and in electrical connec-
tivity with a completed joint (10) having a body (110)
with an external body surface (112) and an internal body
surface (114), a variable volume block cavity (120) in
releasable fluid communication with an ambient atmo-
sphere through at least a first block opening (130), a
variable volume block cavity volume (122), at least a
first variable position closure (140), and at least one
superconducting wire termination assembly port (170);

at least one superconducting wire (330) enclosed at least in
part with superconducting wire stabilizer (340);

at least one superconducting wire termination assembly
(300) enclosing the at least one superconducting wire
(330) extending into the variable volume block cavity
(120) from the external body surface (112) to the internal
body surface (114), and wherein,

the variable volume block cavity (120) further comprises at
least one superconducting joining material (600) sub-
stantially filling the variable volume block cavity (120)
and in electrical communication with the at least one
superconducting wire (330).

2. The device according to claim 1, wherein the supercon-
ducting wire termination assembly (300) further comprises a
superconducting wire termination assembly body (310)
extending into the variable volume block cavity (120) from
the external body surface (112) through the at least one super-
conducting wire termination assembly port (170) to the inter-
nal body surface (114), a superconducting wire termination
assembly mounting (312), and a superconducting wire termi-
nation assembly wire opening (320) at least partially enclos-
ing the at least one superconducting wire (330).

3. The device according to claim 2, wherein the supercon-
ducting wire (330) includes a superconducting wire cut sur-
face (333) that is cut at an angle between 10 and 90 degrees to
a longitudinal axis of the superconducting wire (330).

4. The device according to claim 3, wherein the supercon-
ducting wire cut surface (333) is oriented such that the super-
conducting wire cut surface (333) at least in part faces
towards the first variable position closure (140).
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5. The device according to claim 3, wherein the supercon-
ducting wire cut surface (333) is laser cut.

6. The device according to claim 3, wherein the supercon-
ducting wire cut surface (333) has been polished with B
powder having a grit size less than 1 micron.

7. The device according to claim 1, wherein the joining
block (100) further comprises copper and a second metal
selected from the group of metals consisting of stainless steel
and chromium.

8. The device according to claim 7, wherein the second
metal fully chemically separates the copper from the internal
body surface (114).

9. The device according to claim 1, wherein the at least one
superconducting material (600) is formed from a precursor
comprising a form selected from the forms consisting of a
powder, a solid, and a sol-gel form.

10. The device according to claim 9, wherein the powder is
a powder compressed to 60% to 100% of maximum density
and subsequently heat reacted to form a superconducting
material.

11. The device according to claim 9, wherein the precursor
is selected from the group of materials consisting of MgB,,
Mg, B, and mixtures thereof.

12. The device according to claim 9, wherein the precursor
further comprises approximately 13% Mg and 30% B.

13. The device according to claim 9, wherein the precursor
further comprises approximately 90% Mg and 10% B.
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14. The device according to claim 1, wherein the joining
block (100) further comprises an insulator (400) electrically
insulating the joining block (100) from a heat sink (500).

15. The device according to claim 14, wherein the heat sink
(500) further comprises a cryocooler.

16. The device according to claim 1, wherein the body
(110) further comprises a second block opening (150) and a
second block closure (160).

17. The device according to claim 1, wherein the body
(110) further comprises a plunger (180).

18. The device according to claim 1, wherein the body
(110) is joined to a base plate (190).

19. The device according to claim 1, including at least two
superconducting wires (330).

20. The device according to claim 1, wherein the first
variable position closure (140) further comprises a threaded
cap (142).

21. The device according to claim 1, wherein the first
variable position closure (140) further comprises a poured
cap (144) formed from a poured liquid that is subsequently
hardened.

22. The device according to claim 1, wherein the low loss
joint (10) has an electrical resistance of less than 107'% Ohm.

23. The device according to claim 1, wherein the variable
volume block cavity (120) comprises a lining (116) compris-
ing Mg formed on at least a portion of the internal body
surface (114).



