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Abstract: Tricalcium phosphate (Ca3 (PO4 )2 , TCP) is a ceramic widely used as a bone filler material
due to its good osteoconductivity. Nevertheless, its poor mechanical properties do not allow its
use for load-bearing applications. Therefore, the option of improving its strength and toughness by
adding a biocompatible metallic component is a promising alternative to overcome this drawback,
leading to the fabrication of improved bone implants. The present work is focused on defining the
thermal stability of alpha-TCP (α-TCP) when it is sintered together with iron (Fe) by spark plasma
sintering. The results showed the thermal stability of the composite with no degradation or oxidation
in the ceramic or metal phase. A clear advantage from the TCP-Fe composites when compared
with others, such as hydroxyapatite-titanium, is the complete retention of the TCP due to the less
reactivity with iron respect to titanium. Furthermore, the allotropic phase transformation from
alpha to beta-TCP polymorph was reduced by sintering at 900 ◦ C. However, the densification of
the material was also impaired at this temperature. It is expected that spark plasma sintering will
allow the fabrication of TCP–Fe composites free of secondary phases that compromise the mechanical
strength of the material.
Keywords: metal matrix composite; iron; tricalcium phosphate; sintering; decomposition

1. Introduction
In the field of biomaterials, the development of metallic–ceramic composites has attracted the
attention of material researchers due to the possibility of combining the mechanical strength and
toughness of implantable metals with the osteoconductive properties of calcium phosphate ceramics.
Among the different alternatives, titanium and hydroxyapatite are two of the most extensively used
materials to treat bone fractures [1,2], so the interactions between them during sintering has been
studied in detail [3,4]. The results show that the fabrication of titanium-hydroxyapatite composites is
technically feasible. However, the disadvantage of this system is that titanium catalyzes the thermal
degradation of hydroxyapatite during sintering, generating mixtures of titanium, hydroxyapatite,
calcium and titanium oxides and phosphates [4], which leads to detrimental mechanical properties [5].
In the present work, a different system is considered and studied as a potential candidate to overcome
this decomposition drawback. Our hypothesis is that tricalcium phosphate–iron (TCP–Fe) powders
will be stable during sintering, therefore allowing the fabrication of a new class of biocompatible
composite. This premise is based on the fact that tricalcium phosphate is thermodynamically more
stable than hydroxyapatite during heating (Figure 1) [6,7]. Besides, as hydroxyapatite, tricalcium
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of the composite [13]. However, since safety issues related to carbon nanotubes depend on several
factors [14], more studies are needed to access their safety or toxicity in this specific exposure condition.
2.2. Sintering Conditions
Consolidation of TCP–Fe powder mixture was conducted using a cylindrical graphite die set
and a commercial spark plasma sintering system (Dr. Sinter 1050, Sumitomo Coal & Mining Co. Ltd.,
now SPS Syntex Inc., Tokyo, Japan) applying a direct current of 600 A at 3 V with an on-off cycle
of 12 and 2 ms. The sintering temperature was set at 900, 1000 and 1100 ◦ C with a heating rate of
150 ◦ C·min−1 . For monitoring the process temperature, a K-type thermocouple was placed in the
center of the wall of the graphite die. No holding time at the sintering temperature was performed;
therefore, samples were allowed to cool down after reaching the sintering temperature under vacuum
(8 Pa). A constant uniaxial compaction load of 5 kN (16 MPa) was maintained during all the sintering
process. Finally, disc-shaped samples of 5 mm in thickness and 20 mm in diameter were obtained.
2.3. Chemical and Microstructural Characterization
After sintering, for the chemical and microstructural characterization, the obtained discs were
ground using SiC sandpapers measuring 500-grit up to 1200-grit and polished with a diamond paste
of 1 µm of particle size. XRD analyses (Rigaku SmartLab 3 kW CF2, Tokyo, Japan) were conducted
to identify the crystalline phases present in the composite. Scans were performed in Bragg–Brentano
geometry between 10◦ and 90◦ , using Cu Kα radiation and a scan speed of 3◦ ·min−1 . Later, a Rietveld
refinement of the XRD patterns was performed using High Score Plus software to determine the
percentage of crystalline phases. After the XRD analysis, samples were coated with carbon to observe
the microstructure of the polished surfaces by SEM (TESCAN Lyra3, Tescan, Brno, Czech Republic) and
prevent charging during observation. Local elemental-composition analyses were performed using
an SEM equipped with an energy dispersive X-ray spectrometer (PHILIPS XL30, SEMTech solutions,
Billerica, MA, USA). To have an estimation of the degree of consolidation of the tricalcium phosphate
phase with respect to the sintering temperature, Vickers hardness measurements were carried out
using a microhardness indenter (DuraScan-70, Struers, Puch, Austria) under a load of 100 g and a
dwell time of 15 s. A minimum of ten measurements were performed in each sample and the average
value is reported.
3. Results
Figure 2a shows the XRD pattern of the TCP–Fe composite sintered at 1100 ◦ C, while Figure 2b is a
detail of the pattern for a better appreciation of the tricalcium phosphate phase in 2-theta angle between
25◦ and 40◦ . According to the peak indexation, the composite is composed of α-iron (ICSD No. 64998),
monoclinic tricalcium phosphate (α-phase, ICSD No. 923) and rhombohedral tricalcium phosphate
(β-phase, ICSD No. 6191). The presence of other phases, such as hydroxyapatite, calcium oxide,
iron oxide or carbonates, was not detected.
Rietveld analysis of the diffraction patterns of TCP–Fe composites sintered at 900, 1000 and
1100 ◦ C (Figure 3) revealed that the average content of β-tricalcium phosphate in the samples was 10.8,
38.5 and 44.2 vol.%, respectively. The lowest level of β-tricalcium phosphate formation was observed at
a sintering temperature of 900 ◦ C, which means that the reduction in sintering temperature delays the
allotropic phase transformation from metastable α-phase into β-phase. At the same time, the average
iron content in the surface of the samples was found to be constant with a value of around 14 vol.%.
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4. Discussion
The poor mechanical strength and brittle fracture of calcium phosphate ceramics limit their
applications, rendering them unsuitable for bone fracture fixation. In contrast, implantable metals are
extensively used to fabricate devices for the internal fixation of bone fractures, such as screws, plates,
or even hip prostheses. The combination of calcium phosphate ceramics and metallic reinforcements
has been considered as a promising alternative to achieve both bioactivity and mechanical strength in
one material. The most commonly explored combination is the composite containing hydroxyapatite
matrix toughened with titanium particles [3–5]; however, it has been found that the presence of
titanium promotes the partial decomposition of hydroxyapatite during sintering [4]. Therefore, in the
present work, we investigated a metal–ceramic composite based on iron and tricalcium phosphate,
which could be a good alternative to hydroxyapatite–titanium composites.
The microstructure of the obtained TCP–Fe composite presented a well-defined boundary between
the tricalcium phosphate ceramic phase and the metallic iron phase. Moreover, no signs of reaction
between the components was detected. As it was corroborated by XRD and the elemental analysis,
the existing phases inside the composite corresponded to pure iron particles and pure tricalcium
phosphate. In addition, pores were observed within the tricalcium phosphate phase as a result
of poor material densification that can be improved in future by varying the sintering conditions,
i.e., increasing the compaction load or the dwelling time. Oxidation of iron was avoided because the
spark plasma sintering process operates under vacuum. Furthermore, iron did not present reactivity
or catalytic degradation effect on the tricalcium phosphate. This could be explained due to the thermal
stability of the tricalcium phosphate (Figure 1) and the less reactivity of iron in comparison with other
metals like the titanium [15]. In fact, it has been reported that the spark plasma sintering of tricalcium
phosphate–titanium powders has led to the partial degradation of the phosphate and the formation of
CaTiO3 phases [16]. For the TCP–Fe composite, no formation of CaO has been found as it is typical
in the case of the hydroxyapatite–titanium composites. Therefore, the use of iron represents a step
forward to retain unreacted the tricalcium phosphate when these compounds are mixed in a composite.
However, the allotropic transformation from α- to β-polymorph of tricalcium phosphate occurred
(Figure 3). There are two main reasons for this transformation. The first is the meta-stability of the
alpha phase below 1125 ◦ C [7] and the second is the diffusive mechanism of phase transformation that
is promoted at higher sintering temperatures. In fact, since the beta phase is thermodynamically more
stable at 1000 and 1100 ◦ C and the energy for diffusion is relevant at these two temperatures, around the
50% of the α-tricalcium phosphate was transformed into its beta polymorph. Nonetheless, despite
the fact that the beta phase is thermodynamically even more stable than the alpha phase at 900 ◦ C,
the slower kinetics of phase transformation governed the process, leading to a higher α-tricalcium
phosphate retention (around 87%). Unfortunately, slow mass diffusion at 900 ◦ C caused a poor particle
consolidation inside the tricalcium phosphate ceramic phase during sintering. It must be pointed out
that both alpha and beta tricalcium phosphate polymorphs are biocompatible and osteoconductive
ceramics [2]. Therefore, the biocompatibility of the composite should not be affected by the phase
transformation of tricalcium phosphate. The interest on retaining the alpha phase is due to its higher
bioactivity and solubility than the beta phase [7], allowing the chance of producing a biodegradable
and osteoconductive composite in combination with iron, as a biocompatible reinforcement for higher
mechanical stability. The sintering process could be performed above the phase transition temperature
in order to retain the alpha phase. However, this option presents technical drawbacks, such as a more
expensive process due to the higher energy consumption. In the present work, a K-type thermocouple
was used to control the sintering temperature in the center of the wall of the graphite die. The use of
higher sintering temperature at our laboratory would require the utilization of a pyrometer to measure
the temperature on the surface of the graphite die, farther from the sample, with the consequent loss of
accuracy. In fact, the control of the real temperature in the sample during the sintering is one of the
biggest drawbacks in the spark plasma sintering process [17]. Numerical models have been applied to
determine the real temperature distribution inside the sample, but there is not a general solution since
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it depends on several parameters, e.g., geometry and dimensions of the sintering set-up, electrical
and thermal properties of the material and frequency of electrical current pulses [17]. Additionally,
the increase in the sintering temperature would prolong the cooling time, so the sample would stay at
high temperature for longer time and the conditions would be more favorable for phase transformation
of the tricalcium phosphate.
Despite of the poor densification with the sintering conditions, the highest hardness of the
tricalcium phosphate phase was found to be the half of that reported for bulk tricalcium phosphate
ceramics processed by the conventional hot-pressing method [18]. This is an indicator of the superior
mechanical properties that can be achieved when using the spark plasma sintering technique in
order to decrease the thermal degradation of metal matrix composites that impair the strength and
biocompatible properties.
5. Conclusions
The spark plasma sintering of iron and tricalcium phosphate powders leads to the consolidation
of composite materials free of secondary phases, signs of degradation in its initial components
and oxidation. Furthermore, the reduction in the sintering temperature better prevented the
phase transformation from alpha to beta phase of tricalcium phosphate in the TCP–Fe composite.
Nonetheless, lower temperature reduces the densification of the material, starting the consolidation
above 1000 ◦ C. It is expected that the better retention of tricalcium phosphate during sintering with
iron will allow the fabrication of osteoconductive and bioactive orthopedic devices with improved
mechanical performance.
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