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Abstract: The microstructure evolution and mechanical properties of a Ti-Al-Cr-Nb alloy prepared
by spark plasma sintering (SPS) at different temperatures and stresses were investigated in detail.
Sintering temperature plays a key role in the densification process and phase transformation, which
determines the microstructure. The mechanical properties of the sintered alloys depend on the
microstructure caused by the sintering. Furthermore, the densification process and mechanism of
TiAl-based metallic powders during SPS were studied based on experimental results and theoretical
analysis, the results of which will help fabricate these kinds of intermetallic alloys using a powder
metallurgy technique and accelerate their industrial applications.

Keywords: intermetallics; aerospace; powder metallurgy; microstructure evolution; mechanical
property; densification

1. Introduction

Alloys based on the intermetallic phase γ-TiAl are increasingly used as potential replacements
for nickel-based superalloys in different application fields, e.g., turbine blades, space vehicles,
and stationary turbines [1,2]. TiAl-based alloys have attracted this attention due to their low density
(about 4 g/cm3), high yield strength at high temperature, good oxidation resistance, and corrosion
resistance [3,4].

TiAl-based alloys can usually be produced by conventional casting or ingot metallurgy, etc.
However, microstructural defects such as porosity, coarse grain and composition heterogeneity,
and low material utilization ratio of TiAl-based alloys hinder their actual engineering applications.
The mechanical properties of TiAl-based alloys mainly depend on their microstructure [5,6], and thus
the alloys are regularly forcibly treated using hot isostatic processing (HIP), or hot processing [7,8] to
eliminate porosity or refine grains, which can improve their performance, but inversely gives rise to
a longer manufacturing duration and higher cost of investment.

In recent years, powder metallurgy (PM) has been considered as an alternative processing
technique for the preparation of TiAl-based alloys as the near-net-shape forming method [9,10].
Furthermore, TiAl-based metallic powders with fine grains and homogeneous composition can be
obtained during a gas atomization process. Afterwards, the atomized powders usually consolidate
into bulk by hot pressing, or the HIP method [11]. Particularly, spark plasma sintering (SPS) can
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satisfactorily compact powders through high intensity pulsed direct current and stress, and it is
currently attracting the attention of the industrial field due to its advantages such as rapidity, cheapness,
and simplicity [12–14]. Lin et al. [15] fabricated a high Nb-containing Ti-45Al-8.5Nb-(W, B, Y) alloy
using the SPS and HIP methods. Couret et al. [16] obtained a near-lamellar Ti-48Al-2W-0.02B alloy
and the effects of B addition were investigated. Liu et al. [17] conducted spark plasma sintering
of a beta phase-containing Ti-44Al-3Nb-1Mo-1V-0.2Y alloy with potentially good hot deformability.
To fabricate TiAl-based alloys with considerable properties through the PM route, it is necessary
to carry out a densification process by which the alloys with high density are obtained. Moreover,
the sintering parameters can affect the phase morphology and thus influence the mechanical properties.
To attempt the near-net fabrication of TiAl alloys and parts utilized at a temperature of ~800 ◦C,
it was of importance to understand the relationship between the sintering process, densification,
microstructure, and properties of TiAl-based alloys during sintering, which can provide and supply
more information about this alloy using the PM technique.

In this paper, based on the study of the microstructure evolution and mechanical properties of
TiAl-based alloys prepared by SPS, the effect of parameters on the densification process was analyzed,
leading to a more basic understanding of intermetallic alloys for fabrication using the PM technique.

2. Materials and Methods

Gas atomized TiAl powders (Ti-46.5Al-2.15Cr-1.90 Nb, atomic percent) with sizes between 20 and
80 µm were prepared and sintered using 3.20-MK-V SPS equipment for 7 min at different temperatures
(900, 1050, 1100, 1150, and 1250 ◦C) under a pressure of 50 MPa. For comparison, more samples
were sintered under pressures of 10 and 30 MPa at 1150 ◦C, as well as under pressure of 50 MPa
at 1000 ◦C. The sintering temperatures were measured with a pyrometer on the external surface of
the graphite molds. The pressure and temperature started simultaneously at the time of zero and
the pressure was kept constant during sintering. The heating rate was initially 120 K/min, and was
reduced to 20 K/min for the last 100 K to mitigate temperature overshooting. The temperatures given
in this paper were the monitored temperatures. After holding at the sintering temperature, the heating
current and the pressure were released, followed by sample cooling in the SPS chamber. Two typical
samples were fabricated with cylindrical shapes of Φ 20 mm × 10 mm and Φ 45 mm × 15 mm,
respectively. The structural characteristics were investigated by X-ray diffraction (XRD, D/Max-RA
diffractometer (Rigaku Corporation, Tokyo, Japan), operated with Cu Kα), differential thermal
analysis (DTA, NETZSCH STA 449C, NETZSCH company, Selb, Germany), and scanning electron
microscopy (SEM, Quanta200FEG, FEI company, Hillsboro, OR, USA), equipped with energy dispersive
spectroscopy (EDS, FEI company, Hillsboro, OR, USA). For the SEM analysis, the back-scattered electron
(BSE) detector (FEI company, Hillsboro, OR, USA) was used. The densities of the sintered samples
were determined using the “Archimedes” method. Micro-hardness was measured using a Matsuzawa
SeikiMHT-1 micro-hardness tester ((MATSUZAWA SEIKI Co. LTD, Tokyo, Japan) under a load of 50 g.
The mechanical responses with a dimension of Φ 3 mm× 4.5 mm (aspect ratio of 1.5) were evaluated by
the quasi-static compression test at room temperature with a strain rate of 5 × 10−4 s−1. The two sides
of each specimen were carefully ground and polished until they were parallel to each other in order to
mitigate the effect of friction during tests. The fracture surfaces of the samples were also examined by
SEM (secondary electron detector).

3. Results and Discussion

3.1. Microstructure Evolution

Figure 1 shows the XRD patterns of the TiAl powders and the samples sintered at different
temperatures. For the atomized powders, they were mainly composed of a single α2 phase due
to the rapid cooling rate. Similar phase constitution has been reported in small size TiAl powders
prepared by gas atomization in Reference [18]. These results also suggested that the atomized powders



Metals 2017, 7, 201 3 of 11

were in a non-equilibrium state caused by rapid solidification. The diffraction patterns of samples
after sintering were similar. As can be seen, the sharp diffraction peaks belonging to TiAl and Ti3Al
confirmed that the TiAl-based alloys after SPS contained substantive amounts of γ (e.g., dark phase in
Figure 2D,E), and α2 phases (e.g., bright phase in Figure 2D,E). Moreover, the bulk TiAl-based alloy
with a dimension of Φ 45 mm × 15 mm and cylinder-shaped part with the dimension of Φ 30 (internal
diameter 10) mm × 30 mm prepared by SPS are shown in the inset of Figure 1. One can see that the
spark plasma sintered TiAl-based alloy exhibited a shining metallic luster in appearance.

Metals 2017, 7, 201  3 of 11 

 

confirmed that the TiAl-based alloys after SPS contained substantive amounts of γ (e.g., dark phase 
in Figure 2D,E), and α2 phases (e.g., bright phase in Figure 2D,E). Moreover, the bulk TiAl-based alloy 
with a dimension of Φ 45 mm × 15 mm and cylinder-shaped part with the dimension of Φ 30 (internal 
diameter 10) mm × 30 mm prepared by SPS are shown in the inset of Figure 1. One can see that the 
spark plasma sintered TiAl-based alloy exhibited a shining metallic luster  
in appearance. 

 
Figure 1. X-ray diffraction patterns of the samples. 

The SEM observations of the powders and samples sintered at different temperatures are shown 
in Figure 2. As can be seen, the powder exhibited a dendritic-like microstructure containing a large 
amount of out-of-equilibrium α2 phase (Figure 2A). Based on EDS analysis, the composition of 
metallic powders was Ti50.46Al45.61Cr1.99Nb1.94 (at %), which was close to the nominal composition of 
this alloy. 

 
Figure 2. Scanning electron microscopy (SEM) images of the atomized powder (A) and the sintered 
samples at (B) 900 °C; (C) 1050 °C; (D) 1100 °C; (E) 1150 °C; and (F) 1250 °C. 

Figure 1. X-ray diffraction patterns of the samples.

The SEM observations of the powders and samples sintered at different temperatures are shown
in Figure 2. As can be seen, the powder exhibited a dendritic-like microstructure containing a large
amount of out-of-equilibrium α2 phase (Figure 2A). Based on EDS analysis, the composition of metallic
powders was Ti50.46Al45.61Cr1.99Nb1.94 (at %), which was close to the nominal composition of this alloy.

Metals 2017, 7, 201  3 of 11 

 

confirmed that the TiAl-based alloys after SPS contained substantive amounts of γ (e.g., dark phase 
in Figure 2D,E), and α2 phases (e.g., bright phase in Figure 2D,E). Moreover, the bulk TiAl-based alloy 
with a dimension of Φ 45 mm × 15 mm and cylinder-shaped part with the dimension of Φ 30 (internal 
diameter 10) mm × 30 mm prepared by SPS are shown in the inset of Figure 1. One can see that the 
spark plasma sintered TiAl-based alloy exhibited a shining metallic luster  
in appearance. 

 
Figure 1. X-ray diffraction patterns of the samples. 

The SEM observations of the powders and samples sintered at different temperatures are shown 
in Figure 2. As can be seen, the powder exhibited a dendritic-like microstructure containing a large 
amount of out-of-equilibrium α2 phase (Figure 2A). Based on EDS analysis, the composition of 
metallic powders was Ti50.46Al45.61Cr1.99Nb1.94 (at %), which was close to the nominal composition of 
this alloy. 

 
Figure 2. Scanning electron microscopy (SEM) images of the atomized powder (A) and the sintered 
samples at (B) 900 °C; (C) 1050 °C; (D) 1100 °C; (E) 1150 °C; and (F) 1250 °C. Figure 2. Scanning electron microscopy (SEM) images of the atomized powder (A) and the sintered
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For the sample consolidated at 900 ◦C, the microstructure had significant porosity, especially at
triple contact areas of powder particles (blue dashed region of Figure 2B). It was also noted that the
plastic deformation of some small powders occurred at this temperature (red dashed region of inset of
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Figure 2B), suggesting that densification initially took place. When the sintering temperature increased
to 1050 ◦C (Figure 2C), a few pores could still be seen, although a more compact microstructure was
obtained. Moreover, more deformed features of small powders were observed (red dashed region in
Figure 2C). With an increase in temperature to 1100 ◦C (Figure 2D), macroscopic pores disappeared
post-sintering. However, the grain boundaries (GBs) were still visible at the contact areas among the
deformed powders (e.g., red dashed region), which indicates that plastic deformation plays a key role
in the densification process. In addition, compared with the alloys at lower sintering temperatures
(Figure 2B,C), the non-equilibrium dendritic microstructure (Figure 2A) of the powders disappeared for
the sample sintered at 1100 ◦C (inset of Figure 2D). With further increases in temperature (Figure 2E),
one could see a highly dense microstructure of the alloy sintered at 1150 ◦C without GBs observed,
revealing a high sintering density and sufficient densification at this temperature. It is also of
importance to note that a double-phase microstructure was obtained. From a chemical composition
perspective, the composition of the bright α2 phase was Ti53.98Al41.85Cr2.24Nb1.94 (at %, relatively rich
in Ti), and that of the dark γ phase was Ti47.48Al48.76Cr1.90Nb1.86 (at %, relatively rich in Al). Aside from
the compact microstructure, the sample sintered at 1250 ◦C exhibited lamella morphology (Figure 2F).
As shown, this lamella microstructure contained homogeneous lamellar colonies α2/γ. Moreover,
the composition of these lamellas was Ti49.63Al46.40Cr2.15Nb1.82 (at %) based on EDS, which is close to
the nominal composition of this alloy.

To verify the phase transformation point of TiAl-based powders, a DTA analysis was conducted,
and the experimental curve is shown in Figure 3. In this curve, two endothermal peaks based on
phase transformation were observed. Based on this, the eutectoid temperature (Te) and the α transus
temperature (Tα) of the powders were estimated to be approximately 1260 and 1315 ◦C, respectively.
During the SPS, the temperature can induce phase transformation and thus affect the microstructure
and densification. For a given experiment, the actual temperature could even be 160 ◦C higher than
the monitored SPS temperature [19]. When the sintering temperature was 1150 ◦C, it was deduced that
the actual temperature of the powders could be higher than 1260 ◦C (Te). In this case, the sample was
composed of γ phase and α phase (α + γ phase region) at this sintering temperature. Upon cooling,
the α phase transformed into an ordered α2 phase, while the γ phase remained and a double-phase
microstructure formed for the sintered sample (Figure 2E). When the powders were sintered at 1250 ◦C,
the actual temperature could be above Tα, thus the microstructure consisted of α grains in this
situation. During cooling, the formation of a lamellar microstructure (Figure 2F) took place following
the evolution of α→ α + γ→ α2 + γ. Meanwhile, it was also of interest to note that the dendritic-like
microstructure of rapid atomized powders was not seen after densification. To understand this, it is
well documented that recrystallization can occur dynamically during densification of the powders [12].
Since a clear tendency to recrystallize can occur in the deformed zones [20], the deformation of metallic
powders (Figure 2B–D) during densification will result in recrystallization, and in turn an equilibrium
microstructure, due to a large amount of stored deformation energy.Metals 2017, 7, 201  5 of 11 
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3.2. Mechanical Property

The density and micro-hardness of the samples sintered at different temperatures were
investigated and are shown in Table 1. One can clearly see that the density and hardness of the
sample with a lower sintering temperature exhibited relatively smaller values due to numerous pores
after sintering, e.g., 900 ◦C. When the sintering temperature increased to 1050, 1100, 1150, and 1250 ◦C,
the density increased sharply and then nearly kept at constant. Furthermore, the hardness of the
samples sintered at higher temperatures was also similar, which indicates that hardness is mainly
dependent on density.

Table 1. Mechanical properties of TiAl-based alloys sintered at different temperatures.

Temperature (◦C) 900 1050 1100 1150 1250

Density (g/cm3) 3.392 3.944 3.966 3.967 3.965
Hardness (HV) 278.6 413.0 420.0 417.0 430.0

The relationship between fracture true strength, plastic strain, and sintering temperature is shown
in Figure 4, as are the true stress-true strain curves of the sintered samples. When the sintering
temperature was low (900 ◦C), the sample broke with no plastic strain and a very low fracture strength
of ~350 MPa. Many pores in this sample (Figure 2B) resulted in its weak compressive response. When
the sintering temperature rose to 1050 and 1100 ◦C, the densification process gradually took place and
more compact microstructures were achieved (Figure 2C,D). Therefore, the mechanical performances of
these two samples were significantly improved compared with samples sintered at lower temperatures,
e.g., the fracture true strength and plastic strain of the samples sintered at 1050 and 1100 ◦C were
1795 MPa and 24.8%, and 1754 MPa and 26.2%, respectively. As shown, the sample sintered at 1150 ◦C
with high density (Figure 2E) had optimal compressive properties at room temperature. The fracture
true strength was 1820 MPa and the plastic true strain could also be as high as 32.6%. Although the
density was like that of the sample sintered at 1150 ◦C, both the fracture strength and the plastic strain
of the sample sintered at 1250 ◦C dramatically decreased. Based on the above composition results,
it was noted that the change of composition before and after sintering was slight, suggesting that
a homogeneous composition was obtained during SPS. Further to composition, it is well known that
the mechanical properties of alloys are determined by the microstructure, namely the synergetic effect
of density and phase transformation for the sintered TiAl-based alloys. For the sample sintered at
1150 ◦C, the high strength and considerable plasticity was attributed to the high density and small
grain size. However, the poor strength and limited plasticity of the lamellar microstructure (1250 ◦C)
was caused by the lack of texture [19]. Therefore, the dislocations could propagate more easily and thus
initiate the crack, which eventually led to the rapid failure of the sample. It can be concluded from the
abovementioned results that the temperature of SPS has two main roles: (1) giving rise to densification;
(2) changing the microstructure through phase transformation. Thus, to improve the mechanical
properties of TiAl-based alloys, the PM technique can provide a simplified route, i.e., the combined
processing for fabrication and microstructural optimization for the required composition.
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The typical fracture morphologies of the sintered samples are presented in Figure 5. Based on
Figure 5A, one can see melt-like features at the triple junctions of powder particles, suggesting that
spark plasma sintering promotes integration among the contact areas of the particles. Nevertheless,
it was evident that a few globate powder particles were removed from the surface by external loading,
which agrees with the high porosity and poor mechanical properties of the sample sintered at 900 ◦C
(Figure 2B and Table 1). For the sample sintered at 1150 ◦C (Figure 5B), intergranular fracture
characteristics were observed. This fracture morphology was like that of the as-cast TiAl-based
alloys, indicating its high density and good mechanical properties. When the sintering temperature
increased to 1250 ◦C, cracks were seen on the fracture surface. In particular, the lamella-like imprints
dominated the fracture morphology and further confirmed the lamellar microstructure of the sample
sintered at this temperature.
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3.3. Densification Process

To better understand the effect of sintering parameters on the densification of TiAl-based metallic
powders during SPS, a model suggested by Bernard-Granger and Guizard [21] was used to analyze
the sintering process. In this model, the flow stress for high-temperature deformation of the alloy is
described as a function of strain rate (

.
ε) and temperature (T) by Equation (1) [22].

.
ε =

dε

dt
= A

DG0b
kT

(
b
d
)

p
(

σ
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n
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where
.
ε is the strain rate; A is the constant; D is the diffusion coefficient; G0 is the shear modulus; b is

the Burgers vector; k is Boltzmann’s constant; T is temperature; d is grain size; σ is the macroscopic
applied stress; p is the inverse grain size exponent; n is the stress exponent; and t is time.

During sintering, the strain rate is compared to the densification rate as per Equation (2) [23].

.
ε =

1
ρ

dρ

dt
(2)

where ρ is the density. By taking the integral transformation of Equation (2), one can obtain Equation (3):

ε = ln ρ (3)

As per Equations (1)–(3), there are three main factors that determine the densification (ρ) during
sintering: the diffusion coefficient D, the temperature T, and the applied stress σ. It is well documented
that the diffusion coefficient D is mainly dominated by temperature; namely, the higher the temperature,
the larger the diffusion coefficient. Therefore, when the temperature rises, the macroscopic sintering
density increases and is maintained at nearly constant (Table 1).

In addition, based on the experimental data, the relationships between temperature, punch
displacement, and sintering time were recorded, and a typical result of the sample sintered at 1150 ◦C
is shown in Figure 6. During SPS, sintering can be divided into different stages to analyze the
densification [24,25]. As shown in Figure 6, there were two clear sintering stages in our study, namely
curve A-B and curve B-C-D for the displacement data. For the first stage (curve A-B), the punch
displacement decreased due to the powder thermal expansion caused by the increase in temperature.
The second stage (curve B-C-D) was important for densification, and the density increased sharply in
accordance with the increase in temperature and punch displacement.
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It was noted that sintering involved several mechanisms microscopically operating simultaneously
over these stages. Plastic deformation, e.g., in the form of dislocation movement, can play a role in
densification [26]. During sintering, the loose powders initially encounter each other through the
combined effect of temperature and sintering stress (upper left inset of Figure 6). When sintered
at 900 ◦C, the particles were in contact and were forced to deform, followed by the formation of
sintering necks (inset of Figure 2B). Due to the applied pressure, densification took place through the
plastic deformation of the powder particles and the dislocation emitted atoms as it moved close to the
neck. However, this densification was not sufficient, and many large pores were visible (Figure 2B).
In particular, the pores at the contacts of the powder particles exhibited sharp cusps (blue dashed
region of Figure 2B) at this temperature. It is well known that the vacancy concentration that can act as
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an atomic diffusion path under a curved surface, depends on the curvature of the two perpendicular
radii of curvature for the surface. Based on the two-sphere sintering model, the particle surface is
convex and the sintering bond is concave, thus there will be a vacancy concentration gradient between
these two [27]. Moreover, the solid surface energy—due to a concave curvature at the neck—also
generates capillary stress as a driving force for atom diffusion. Therefore, the result is that vacancy
flows away from the neck and atomic diffusion moves into the neck, resulting in the blunting of sharp
cusps for the pores. Nevertheless, the pore cusps for the sample sintered at 900 ◦C (blue dashed
region of Figure 2B) suggested that the diffusion mechanism played a minor role during this initial
stage of densification and the deformation was considered as a dominant mechanism in this stage.
By increasing the sintering temperature (1050–1100 ◦C), densification could be further associated with
more plastic deformation of the particles (red dashed regions in Figure 2C,D) due to lower yield stress
with increased temperatures. It was obvious that some small rounded powders deformed into elliptic
shapes or even irregular shapes to fill the vacancies. The plastic deformation led to the flattening of
contact areas and the reduction of porosity (Figure 2C,D), as demonstrated in the lower right inset of
Figure 6. For the sample sintered at 1150 ◦C (Figure 2E), sufficient densification occurred and a nearly
full dense microstructure was obtained.

In contrast, at the areas of the powder contacts during SPS there was current through the powder
particles. Coupled with the plastic deformation discussed above, electro-thermal and heat transfer
can occur at the contact interface when axial pressure applied. It is well known that motion such
as thermal diffusion caused by heat transfer can promote mass transfer driven by Gibbs-Thomson
driving forces [20], which is also responsible for interface bonding and causes densification from
a microscopic perspective. After neck formation through deformation in the initial stage (900 ◦C),
the grain boundaries formed within the neck (Figures 7a and 2B–D) between individual particles as
random grain contacts led to misaligned crystals [28]. When the sintering temperature (such as 1000 ◦C)
increased, the diffusion mechanism significantly affected densification in comparison with lower
temperatures. The evident sharp cusps (Figure 2B) of the pores were blunted and the pore structure
became rounded (Figure 7b). In addition, blunted neck morphology between adjacent particles was
observed and typical results are shown in the red dashed regions in Figure 7b. Similar neck features
were also seen in the samples sintered at 1050 and 1100 ◦C. Based on the above discussions, our
results indicate that the diffusion mechanism occurred at a relatively higher temperature and the atoms
diffusion (caused by capillary stress due to concave curvature) was performed to remove this curvature
gradient. During diffusion, the collaborated mass moved from the solid particle to deposit on the pores,
i.e., the atoms moved along the particle surfaces (surface diffusion), along grain boundaries (grain
boundary diffusion), and through the lattice interior (volume diffusion). A schematic illustration of the
microscopic diffusion paths and interface bonding during the densification of TiAl powders is shown
in Figure 7a. Although the surface diffusion produced neck growth, it did not lead to a change in
particle spacing [29], that is, no densification occurred since the mass flow originated and terminated
at the particle surface. Densification took place only by bulk transport, as the mass responsible for
growing the sintering neck comes from inside the powder particles, for example, from grain boundary
diffusion and volume diffusion [30]. As seen in Figure 7a, the crystalline solid powders joined at
the interparticle neck with a misalignment of crystal planes, resulting in a grain boundary where
defective atomic bonding enabled rapid atomic diffusion and thus contributed to the densification [31].
Furthermore, effective volume diffusion involved the motion of vacancies along the lattice paths and
a counter flow of atoms into the pores, which required relatively higher activation energy. Compared
with volume diffusion activated at higher temperatures, there existed a sufficient grain boundary
area due to the small particle size of this work (Figures 2B–D and 7b). Therefore, the grain boundary
diffusion was considered as the dominant diffusion densification mechanism. Based on the above
analysis, the sintering necks would form and gradually grow among adjacent particles through the
synergetic mechanism of deformation and thermal diffusion. Thus, the pores were filled and the
microstructure became compacted.
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Besides temperature, it was also noted from Equations (1)–(3) that the applied stress could affect
densification. To verify the influence of sintering stress, more samples were sintered at 1150 ◦C under
different applied stresses, as shown in Table 2. As seen, a higher sintering density was obtained by
applying larger sintering stress. Thus, the imposition of higher sintering pressure on powder-powder
interfaces led to more severe deformation and accelerated the mass transport of the particles, which
could promote the densification as per the abovementioned discussions.

Table 2. Sintering densities of TiAl-based alloys under different stresses at 1150 ◦C.

Stress (MPa) 10 30 50

Density (g/cm3) 3.947 3.961 3.967

4. Conclusions

Sintering temperature mainly determines the densification and phase transformation of
TiAl-based metallic powders during SPS. By increasing the temperature, the density of sintered
alloys increased and then stayed nearly constant. For the alloys sintered at 1150 and 1250 ◦C,
the microstructures exhibited double-phase and lamellar characteristics, respectively, due to the
phase transformation, despite having similar densities. The mechanical properties of the sintered
alloys depended on the microstructures caused by sintering conditions, such as porosity and phase
morphology. At lower temperatures and stress, the micro-hardness, fracture strength, and plastic strain
increased with the increase in density. For alloys with similar densities sintered at a high temperature
and stress, the phase morphology affected the mechanical properties. In this work, the alloy sintered
at 1150 ◦C with a double-phase microstructure showed optimal properties for a fracture true strength
of 1820 MPa and a plastic true strain of 32.6% at a room-temperature compressive test. Thus, sintering
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parameters including temperature and pressure can influence the densification process and a high
density can be achieved through sufficient plastic deformation and thermal diffusion, such as the grain
boundary diffusion of metallic powders caused by the effect of temperature and pressure.
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