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Research Project:  Preparation of high density zirconia by powder injection moulding

and pressureless sintering

Researcher:  Assistant Professor Dr. Nutthita Chuankrerkkul
Date: July 2018

Abstract
Zirconia specimens were successfully produced by powder injection moulding
technique. The binder (PEG) could be removed by water immersion method.
Temperature of water affected rate of binder removal as the rate increased with
higher temperature. The 3-point bending strength for as-leached specimens was

higsher than that of as-moulded specimens, values of 3.02 and 0.080 MPa,
respectively. Density of specimens sintered at 1300 °C was 5.67 g/cm’ i.e. 93% of the

theoretical value. Specimens sintered at 1300 °C also had bending strength of 143.9
MPa and 22-25% shrinkage. Increasing sintering temperature will be performed in the

future work for the density improvement.
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nsrUIuNsUIUTannaliagnanels saswansnsiuluaudnwagnisiiildey 1
31921 8un13589TugY (dry pressing) N153ATu3Y (extrusion) N151aBLUYU (slip casting)
naoAIuNIaRTuzY (powder injection moulding) FausiagIBRaziiden uazdedriaunnsing

(2
a

fuly mmumvmummmuiﬂmmm mmLmummumisuusﬂﬁuumummmmLamLavsﬂiN
Fugou Lﬂumisuusﬂimaﬂwmﬂﬂame‘difmamma (near-net shape) uag mmaawamiéﬂ,u
UTuauunn mumaumswamuﬂimaumamimamm’;aﬂﬂumﬂsumu msamusﬂ msmim
AIUTTEAIU WAZNITHITUMDS (German and Bose, 1997) wenwilea1nn1santudau
gRAMNTINLAT NsvUrUNsantuUtanmedsannsoldlunmandadadounararouniinild
(Williams, 2008) IneldTanuszunmuanndilsaiy viowsfinszumanslud uwazsigeslalle
venaniifianmnsaiunadnduangunsaidmsulflumnisunnduaziunnssa Iguiu
L.Lmum‘wLLamsf’fumausuaqﬂizmumiamﬁugﬂi’a@m nAnafaguR 2.1

ch/ENT
POWDER
? 77
o L0 k_,» PELLETING
y N
BINDER / A4

LUBRICANT MIXING = (w0

— |
DEBINDING
’ §.§ e m < . ;
SINTERING INJECTION

5UN 2.1 N2UIUNTARTUTUTAANS (powder injection moulding)

i http://portal.uc3m.es/portal/page/portal/grupos_investigacion/tecnologia_polvos/powder_technology research_group

nsdenviafusrarusazistunisidndutuneuiiddylunssuiunsundn ns
finduszanulaenislinnudeuiivsegauiengldnaiuiuinn suhldauudemdny
wazAldine dWeudUymmanilsdainsfnuiisemussaunaniiosddsenovdiulng
annsafdalalngldinihazats Tnsduuniussausdaiifunindazgnazaredieisy
wuaduansiedl Fefunisimundaussauiianunsoazansilgsedinnuinaula suagsiile
Hunszriumsudaifuiinsredanndeuuazanmlddnelasnse
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Qﬂfﬁ’ﬁmaaﬂlﬂlummzﬁiﬁmm%wLﬁaﬁﬁmnm%uma% (Chuankrerkkul, 2006) @aUszau
wanilgmirulilunisudataguinfilumdnndliatunsndie (Anwar wazamy 1995
Omar wazAmy 1999 wag Newell wavamig 2005) drusvarunintldguniswmunly
anusaldlafusiinuanssnitseussivadudalad (Wong, 2003) naenauianlssnn

PALIUASLUA-LAUDARESATENA18 (Chuankrerkkul kazAgy, 2007)

eazdavesnuiteiifeitesiufiuszarusiia PEG/PMMA o1ty finsdnun
n19l4 PEG 711 molecular weight #ineqfu sausnisidentdisnisuau 2 35 dwndutaniill
AnuazYanfiazfinufizentuth Tuitusnanazgnuautu PMMA ndsantiuazans PEG lu
i udresivadludiunavaunareduaaeiidaumings ndsaindurinliuisdae
aunnfie wadinsmusdsasiiauaifiondnidsinisanpgneuvousndu udminturiings
3nifloanvleseniaiiunsndeg neludiunas dmuiBnsnautanfesinufAzentut a
vinlagn1swan PMMA funsian deuflaztilunauiu PEG flazarsuiluloanesed ndaain
fuimuduneuieruisusn Wethiunuiiunisaatusuuasshnsidadusza (e
msuti) TWiienesisenies SEM agnuiiiderinwianion fadesinatatielinisaaiesh
193 PMMA fiogluanusiiduimaniuldogismni

sounlalinisuruiUsrynalddunisanduauidenaniduidelansuasian

L4 a v i A A val v g aa

PaensalunInede lugieszeziian 10 YNnuun taglddniswaundiszaiund

sadusznaunandunediefidulnanea (PEG) AudiUszarusianedlhiiadnfisea (PvB) Tu

N15AUsUTARwsEN WU aygiun waviandausznauiilofiueygiiun (Chomsirigul wazAuy
2014 uaz Chuankrerkkul wagaue 2016)

MnnsruaiAfeiifsadouazannsivdudoyanieg vinlidiuinnuidelu
Tnssmsinaeiauinszurunswanimanzaslunisuaatuauseslade Tnonsyuiunisan
JugUfanmanazniswnuvliléanudu uasdldfussaruiiannsoazatoinld agvinld
Tassnstianuinaula lneduszauaudnsa sxvliannisldased t@nssuiumsudad
Hudinsredandon Ussndandsau analdane wazausailuiausesoniiiondndy
Fuahudmunmsidiudssameinan e

Mot 1aHanS T InINGAlaeNTEUIUNTEATUTUTAANT WAAIRITUN 2.2 andilgu
wusnifasfiniuanssufivihannweslade wilinesadniudeudeiduledinas vie
anguaziseuRINvhanwestaly WWusu
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ZIRCONIA CERAMIC BRACKETS

Dental brackets made from zirconia (Courtesy COBY)

5

Zirconia ferrules for fiber optic connectors

(Courtesy Senko Advanced Components)

Zirconia watch parts for the luxury market (Courtesy Inmatec)

JUN 2.2 ndndueiwesladenndnlaenszuiuns@atuguianus

(Fian: www.pim-international.com)
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muAuY fmugsuarUugumgilduuy Digital iielazmnuazdrelunistuiingamad
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3.2 M32ATUFUTARNS
P 1Y a a ~ v W ~ v a aa
wissiiannaesfinyiaweslally naufudiUssauiilsznausenedienaulnanes
al a a a a v % v o W a I3 1 d'd
wazwadlilalifisea USunmdaway 85 way 15 lewumineuaiau wssududiunauiil
USunauadandusesay 36 - 40 IneU3u1ns (36 -40 vol% powder loading)
° a & v A 1 ) YRR A wa ~ 2 &
nsaedusulagldinse@nuguianueseauresljUans wlsududunuuun 5
X 5 x 55 Tadluns W3 uIuuaInsunIsaneIn1snansiuseaulaenswiun wazfnw
gauniimsndniwnnzay Tunsunisvaassaninsaagulamuununmlugun 3.1 dwmsu
e tiadunsiegldiaTontuguianuassiuiesljusinig

fupounimeassusenoudie

1. Fsdrunamaugnsfiimualy (sadt 3.1)

2. waw PVB Aunaweslauily udninihdeufigumad 100 ssmwaidea (Tnines 1)

3. 11 PEG ldgou flgamgfl 80 ssrmwaidoa (Tnines 2)

4. winsandnines 1 as Onnes 2 udld spatula AulAgiu

5. ¥hdunay (feedstock) Tiasels Tdaduriosdn Tneldgaumail 190 ssrnwaldea

6. thiuauluugluth Wefdadausyany

7 luyhmsun@umesfigaumail 13001400 esmwaldea  wagldinailunisinm
gaumgiigean 1 2l

M15197 3.1 dunaunldlunisnase@aTusuTanus

ZrO, Powder loading PEG PVB
(vol%) (Wt%) (Wt%)
Z36 36 85 15
Z38 38 85 15
Z40 40 85 15
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4.1 nan1sAnwdnwzlaNIvIawsianuaydIUsEaIu

nageslaude fvwneyniardeidnnit 1 lulasues 99nU3EM Tosoh Corporation
Useimagdu JUN 4.1 uansdnvaensdugiuniding1vesmagesiaideannaesganssml

fidnnseunuudeansia wawesladledinmsnszaedfuadiane nsfieyniafivuiadnunn
lusgdu submicron awhlviwSeudunaulaUSinunsianliawnn (Wiiusesay 40 lag
U3im3) FeagrilFtunuiinisvadavdungs waensmndofivemmunuturedunudes
Tgaumgiiaeutiags

SU3500 6.00kV 5.9mm x30.0k SE 1.00pm

[

JUN 4.1 dnvaznavesiaflenndeanssamididinasouuudeinsie

Ausvanunldauddei laun PEG waz PVB U7 4.2 uanin1saaufivedansisaes

YHANguNYNAIN 9 IMNUNUAMNUIT PEG LSuaaefigungiiusyuna 200°C Lagizaany

a

NUANBIUNI)

b\
= a ° 1 < Ay Avya ¥ o v w
nuafgungIusyaa 550°C agalsinnu nuddeiilaidentdnisindndiuszau (PEG) lny

a

Uszanae 450°C dmu PVB agisuaategamniiuszana 300°C hagazaany

Y

Ce

[V 7] '

Nsazangun AINUTUNUTHILNMTUYLILED FEmdesgianiy PVB Wty Fazaiunsaiidn
sanlalagnislviauiou Tutunsuseninnisifivgumgignisniguimesveraian



120

100 -

80

60 -

40

TG weight loss (%)

20

0 200 400 600 800 1000
Temperature (°C)

;51]17; 4.2 NaaniAses Thermogravimetric analysis U89 PEG Way PVB

4.2 wavesmsdetugy

PNNEAToNEILNAN WaEnT33RTUTU WUT1 gRT 236 uargns Z38 annsavhinsdn
Jugudrumauvessesladieldsulfinnt Susiinnuanysel wasdamudusaiomoiios
ihluvhmsmaaesduduseuseluld  widosnndesnislifturuiimmmuiudugs  Jaden
dunaniiiUinamennnd (238) lelnisvasesuduseusioly dugns a0 du T
anunsainisstunulifuuifuidonisadatusUss Mo jiRng feilifesndrunaud
Aramiings widunanfiiuTinanetanund o1varannsnihludndugld mnldieTesde
sedfuguamnssy dvwslugjnitedosssiuiesufofing fegrstunuiildannsdniug
Feima uanasiagui 4.3
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nmsAnuludosiy ‘W‘U’J'WLﬁ@ﬁﬂ%u\iﬂuﬁE\I'WUﬂﬁa@‘%USﬂmLLGZﬂ,uij’] loemualy
Tgamgiiveonin 1u 30 way 50 esmuwadea agnuszmiuMsuT waendsnmsugi
ke %umummmaamiﬂadm TneidlawFouiisunavosgamgivosinfildlunisiidng
Usvanu aswut dhilgungiigandn asvilislszaugnidnesnlulfiinit wasinnd
waznmaveaesiisilddedunnidliifonmnd 50 ownwalva  Uuuiuszany
wnnfesaz 90 annsagnidneentuldlunandind 4 dalus venanildmuin Viaw
fhusyauannndidosay 90 avgnindneentuld eldinan 8 dlusidluhiigumnd 30 o
50 asrigadea nymkanmaresIailumMIutinsom i nfUszaiu wanafagud 4.5

wanvaaesiidenadosfunuidedug fkuin Seuigumnivesiuhazansiigs
n1 awsadliiussaugnidaeeninldinnnd  uenandagnuidnsinisiidngy
Uszanuazidilugaausn (melunan 2 Hilususn) duanldanamnuduvensw wazndsan
fusamnstidnilsvanuazrosanas

100%
90%
80%
70%
60% —e-50C

——30C

50%

40%

% PEG remained

30%
20%

10%

0% @
0 2 4 6 8
Time (hr)

10

sUft 4.4 nymiuansdorasiasvatu PEG finandolutuny Weudluihiifgamgfidnegiu

-10 -



4.4 aNTSANANURLTINAVDITUIY
wamﬂmﬁmmmmLL%Qmeaa%umué’ammﬁﬂ 3-point bending test LLﬁﬂx‘lC:f\‘i

197t 4.1 v mnuudusswesiunuitliannnisdatugy (green strength) fiAn1nIn
Arudanssosiunuiihunisidadauszaiusia PEG (durn) uda (brown strength)
fdlenadenninamanunduswedumuiinnneuudusefifnanddsyausie PVB
fntuifuounatanus Tnsluaniiedidutunuildannisintugy (green) asiidafausyau
via PEG uaz PVB agluiusu nsBadusynaves PVB ennazfnldlsifiud osiniinig
SUNTUAIN PEG uaziilouduiianidn PEG sanluuds asvauvdoogifiosud PVB ity
(brown) FsvinlrinnsBneyniadululafng

Sodsuiiisudauudsivesdunundamiigumnnfl 1300 uag 1350 o
walea sznuindenuunninavosgaumgildlunisienfiosud 50 esrwaioalunis
npaos la,ia'amaaéwqﬁﬁaﬁﬁwammmLL%aLméum%mm

a 1 I Qy = v a é{ YU 0o W
M1319% 4.1 f’ﬁﬂ'ﬁ’mLLGUQLLiﬂsU@ﬂ‘UUQWuL“Zf@ﬁﬂLu‘EJ ‘viaaaﬂsuugil (Green Strength) GNARRIIZ
Uszau (Brown strength) Lagnadti (Sintered strength)

gng Green strength | Brown strength Strength
(MPa) (MPa) (1300 °C)
(MPa)
238 0.80 = 0.05 3.02 +0.16 143.9 + 26.1

4.5 NANSANALUANIINIYNTNVDIVUIIY

dovhmstadianumuuiurestunundann lngerdendnnisunuiidaet nut
dlovimswndn (sintering) Tusuiigaumndl 1300 esrwadea Funuiinrumuiuiubu
5.67 niusegnuiAfiwuRuns vieAnluiosas 93 vesriAnuvudunIung e (6.05 NSy
sognuatieuAung) lunsinsmaassasield madieziingumgiluniswiu 1400
pswaLia Tatldesnmaiivgamgiasiilviunuianisdeufaduldnntudssalie
ALY

Funuiiumssndumesfigumgfi 1300 eseisaidea fdfesasnisvnioglud
22-25 % Sadulunuauyfstuiii Tumuasvadannidesn fuiinueswddudiuna
Aouthan (esnirfesar 40 lneU3anng)
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Tuyhnsvaasdutuneuseluls
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$ovay 93 TesmuUILLLIIMn ] Tusuiniviadegludis 22-25 % ewniiguvnd
1300 aeFwaLTYE
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