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Abstract: Triply periodic minimal surfaces (TPMS) are becoming increasingly attractive due to
their biomedical applications and ease of production using additive manufacturing techniques.
In the present paper, the architecture of porous scaffolds was utilized to seek for the optimized
cellular structure subjected to compression loading. The deformation and stress distribution of
five lightweight scaffolds, namely: Rectangular, primitive, lattice, gyroid and honeycomb Ti6Al4V
structures were studied. Comparison of finite element simulations and experimental compressive
test results was performed to illustrate the failure mechanism of these scaffolds. The experimental
compressive results corroborate reasonably with the finite element analyses. Results of this study can
be used for bone implants, biomaterial scaffolds and antibacterial applications, produced from the
Ti6Al4V scaffold built by a selective laser melting (SLM) method. In addition, Ti6Al4V manufactured
metallic lattice was filled by wollastonite (CaSiO3) through spark plasma sintering (SPS) to illustrate
the method for the production of a metallic-ceramic composite suitable for bone tissue engineering.

Keywords: Ti6Al4V scaffolds; triply periodic minimal surfaces; selective laser melting; additive
manufacturing; biomaterial applications; finite element analysis; spark plasma sintering; wollastonite

1. Introduction

Titanium and its alloys have been widely used for biomedical and orthopedic applications, such
as hip, knee, femur, vertebra, bone and skull, due to their excellent antibacterial/biocompatibility,
strength-to-weight ratio and wear and corrosion resistance in comparison with stainless steel [1–5].
Implants have been made by computer numeric control (CNC) machining, or powder metallurgy,
followed by different post-processing procedures. The metallic biomaterial scaffolds are applied for
stent placement [6] or bone replacement [7]. Three dimensional (3D) printed porous scaffolds are
suitable for seeding cells, delivering drugs, and are able to carry compression/tensile loading [2,3].
Biological activities along the scaffold surface (cell growth) and structural design of the scaffolds for
additive manufacturing (AM) are both very important, and extensive research has been conducted [8].
With the use of optimal scaffold material and the suitable design for AM, scaffolds with added
functionalities, elastic modulus, and strength matching the human bone can be realized [9].

Triply periodic minimal surfaces (TPMS) are some of the designs that are expected to be optimal
candidates for bone tissue engineering applications. Primary simulation of the TPMS are crucial for
designing these scaffolds to figure out the stress distribution, deformation and failure mechanism of
porous structure [10,11].
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Gradient structures, unit cell size, strut diameter, the volume fraction the of sample, plasticity and
damage tolerance, as well as the minimizing of cost/time are considered during the computer-aided
design (CAD) and simulation. In order to have optimized lightweight structures under loading
and in vivo or in vitro conditions, printed scaffolds can be graded axially or radially [12]. Recently,
research is focused upon polymeric printing using polyjet/inkjet deposition [13], which is faster with no
post-processing, unlike metal printing. However, the low mechanical properties of polymer 3D printed
materials make it non-applicable for in vivo conditions. Porous Ti6Al4V structures have yield strength
and compressive strength in the range of 90–220 MPa [14]. The computer-aided design (CAD) of
porous scaffolds and finite element analysis (FEA) have recently attracted much attention in the tissue
engineering field. Fluid permeability [15] and biocompatibility [16] of scaffolds depends directly on the
pore geometry and topology [17] of structures. The curved shape, smoothness, good flowability, 3D
manufacturability and biocompatibility of Ti6Al4V powder particles makes Ti-based alloy promising
for load bearing bone implants [18]. It is well known that the artificial bone scaffolds should have
the following characteristics: (1) Biocompatibility with living tissues; (2) mechanical properties for
trabecular bone and cortical bone (ranging from 0.7 to 15 MPa till >100 MPa [19]); and (3) porous
fabricated structures for osteoporosis diseases. Periodic porous materials like TPMS are potential
candidates for biomimetic scaffold architecture [19]. The main advantage of TPMS scaffolds is the
open interconnected cell structure, deemed to facilitate cell migration, vitalization and vascularization,
while retaining a high degree of structural stiffness [20]. Henceforth, mechanical properties, especially
compressive strength, is considered as an important parameter for TPMS scaffolds. In this paper, we
have performed compressive tests, where the experimental results are compared with the FEA for the
selected promising TPMS structures.

Ti6Al4V is considered as excellent biomaterial because of higher fatigue strength, tensile strength
and compressive strength [21–24]. However, it is bioinert, where an improper integration takes place
with the host bone, resulting in a weak interfacial bond. As a result, at the bone-implant interface,
there can be an accumulation of the necrotic fibrous tissue [25]. Nevertheless, in vivo life of the load
bearing scaffolds can be increased by improving the interfacial bond of the bone and the metallic
scaffolds. To improve the interfacial bonding, Ti6Al4V scaffolds are filled with wollastonite. Spark
plasma sintering (SPS) was used for integrating wollastonite into the cellular Ti6Al4V structure [26].
Highly porous acicular wollastonite (CaSiO3) with micro- or nano-sized pores results in high corrosion
resistance and good biocompatibility [27,28].

Hence, the present study aims to fabricate Ti6Al4V scaffolds reinforced with bioactive elements
(wollastonite) for the proper integration of the implant to the bone via tissue growth. By reviewing the
articles, the deficiency of comparison between the mechanical properties of scaffolds, FEA, and an
assortment of them regarding the applications is tangible. Five different Ti6Al4V scaffolds (samples)
with identical outside dimensions and similar weight, namely: Rectangular, primitive, lattice, gyroid
and honeycomb, were considered. They were chosen based on the desire to provide a continuous surface
that is important for the growth/cultivation of viable cells and other aspects of tissue engineering [29].
The rectangular type has vertical available surface, whereas the primitive is made by sequential hollow
spheres (proper for fluid permeability and drag delivery). Therefore, scaffolds A and B have vertical
flat and spherical areas to flourish the cells. In the case of the lattice type structure, it is possible to
specify the size of the cell and the diameter of the strut to figure out the proper cylindrical surface of
the metallic rods. It is an intersecting cellular structure that is easy to use during the following of the
SPS process, since it can be easily modeled, printed and filled by binder powders, and also allows
a larger shrinkage required to produce hard metal-ceramic composites with a low porosity level by
SPS [30]. The gyroid-type structure represents irregular continuous curves, and honeycomb considers
embedded tubes, which are connected by horizontal washers.

A SolidWorks design and Ansys FEA combination were used to generate these structures and to
further anticipate the mechanical behavior of the scaffolds subjected to compressive loading. The results
from simulations are compared with the experimental compressive results.
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2. Materials and Methods

Five distinct scaffolds were designed by SolidWorks, as shown in Figure 1 (rectangular, primitive,
lattice, gyroid and honeycomb, respectively). The names are chosen according to the shape of the
structures. These computer-aided design (CAD) models can be used both in finite element analysis
(FEA) for the simulation of mechanical properties and the selective laser melting (SLM) process for
the fabrication of the real parts. All the five scaffolds were of the following dimensions: A diameter
of 20 mm and a height of 15 mm. The weight range of these samples varied between ≈3.8 and 5.5 g.
Ti6Al4V powders with size of 10–45 µm (produced by a gas atomization process) from TLS Technik were
used as the raw material for the production of triply periodic minimal surfaces (TPMS)-type scaffolds.
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Figure 1. Scaffolds with: (A) Rectangular-, (B) Primitive-, (C) Lattice-, (D) Gyroid- and (E)
Honeycomb-type structures (Dimensions: 20 mm in diameter and with 15 mm height), designed via
computer-aided design (CAD) software.

A Realized SLM50 device with a maximum laser power of 120 W was used for the fabrication
of the scaffolds. The following parameters were used for the fabrication of Ti6Al4V by SLM: Laser
current 3000 mA, exposure time 600 µs, point distance 1 µm and unit cell size 1.5 mm. These
are standard parameters that are observed for the fabrication of the Ti6Al4V samples. SLM-SPS
processes were combined for producing metal-ceramic hybrid composites, which is suggested for
chronic osteomyelitis, Vancomycin local delivery, and infected bones replacement in the field of tissue
engineering [9]. The entire spark plasma sintering (SPS) setup is kept under the glovebox, in order
to maintain the consolidation process in an inter atmosphere. This also helps in avoiding oxygen
contamination during the SPS consolidation process. Microstructure of the samples were observed
using scanning electron microscope (SEM), (Zeiss EVO MA 15, Germany)

Structural explicit dynamics using the AUTODYN solver and arbitrary Lagrange-Euler (ALE)
method via ANSYS Workbench 17.2 is applied for these simulations. A high-quality finite element
analysis (FEA) mesh is generated to gain a high-resolution response. The linearized governing motion
equation in cylindrical coordinates (r, θ, z) can be expressed by [31]:
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where, σi j = σ ji is the Cauchy stress tensor, ui is displacement, ρ is density and Fi is body force
(Fr = Fθ = 0, Fz = axial compression). In the simulation, compressive punches are assumed rigid
(unchanged dimension). Bottom punch is the fixed support and the top punch was kept moving until
a maximum force of 100 kN (safe loading of machine), or a maximum deformation of 10 mm (with rate
of 2 mm/min), is reached. Both the experimental tests and the numerical simulations have identical
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boundary conditions. An Instron 8500 apparatus was used for measuring the compression tests of
these scaffolds.

3. Biomaterial Production and Characterization

Figure 2 shows the five different TPMS scaffolds with a diameter of 20 mm and a 15 mm height.
The five different TPMS scaffold types are: (a) Rectangular with a vertical flat area, (b) primitive,
(c) lattice, (which is a very common type of structure produced using SLM [32]), (d) gyroid and
(e) honeycomb (which is another common structure that is produced by SLM). Similarly Figures 3–7
exhibits the stress distribution and deformation in the five different TPMS scaffolds.
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The 99.9% purity wollastonite (CaSiO3) with a particle size of 1–5 µm (supplied by NYAD,
grade 1250) is filled and sintered (frittage) inside an argon-atomized Ti6Al4V cellular lattice structure
via an SPS machine (made by FCT Systeme), as shown in Figure 8. The process was performed with
an optimal pressure of 30 MPa at a temperature of 1100 ◦C, with a heating rate of 100 ◦C/min and a
holding time of 5 min [33].
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Wollastonite composition consists theoretically of 48.28% CaO and 51.72% SiO2, while usually, the
natural mineral may contain small amounts of iron, aluminum, magnesium, potassium and sodium
(Figures 8A and 9A). An SLM-manufactured Ti6Al4V lattice with 1 mm cell size filled by CaSiO3

powder and sintered in SPS (Figures 8B and 9B) are shown. The results show a good boundary between
ceramic and lattice after SPS and polishing (Figures 8C and 9C).
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4. Results and Discussion

An in vitro simulation and experimental results are required before an in vivo assessment of
any biomaterial. From the literature, the ultimate strength of Ti6Al4V manufactured by SLM or
electron beam melting (EBM) can be found between ≈1.0–1.2 GPa [34,35], and this value is applied for
simulations in the current research. The rectangular scaffold (Figure 3) exhibits a high compressive
strength, and deformation mostly occurs in the top and/or bottom part of the sample. The final
height of rectangular and honeycomb after the compression test are similar. Comparison between
Figures 3 and 7 present the findings that due to interlayer horizontal sheets, embedded multi-tubes
(inspired by multi-walled carbon nanotubes) and hexagonal pores, the honeycomb scaffold has less
stress concentration values; it is wrinkled with an expansion in diameter.

As expected, primitive, lattice and gyroid scaffolds (Figures 4–6) exhibited uniform deformation.
For these three conditions, adding layers upon layers with a defined unit cell size (for example a lattice
with intersecting cellular rods) produce desired structure shapes easily, but will be deformed relatively
easily during compressive loading. It shows that cell type, size and alignment together play a pivotal
role on their failure mechanism [36]. The experimental stress-strain curves from the compression
test are shown in Figure 10. As seen from Figure 10, primitive, lattice and gyroid scaffolds show a
more inferior deformation stress than in the case of rectangular scaffolds. In addition, the rectangular
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scaffold shows uniform plastic deformation allowances, where the stresses were distributed uniformly
and the local overloading is completely avoided. It is shown that rectangular (due to vertical channels
and fluid permeability) and honeycomb (due to horizontal plates and hexagon pores) are structures
can bear high compressive loads. As demonstrated in section views of Figure 11, rectangular scaffolds
have vertical thin plates that are resistant against distortion and deformation, whereas, honeycomb is
more suitable for alive cell growth due to horizontal plates and continuous open porosity.
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The applicability of the porous TPMS scaffolds can be extended to applications related to (1) oxygen
transport and/or (2) scaffold permeability [37]. The porous TPMS scaffolds can also contribute to
enhanced cell seeding, and at the same time can maintain nutrient transport throughout the whole
scaffold during in vitro culturing [16]. Regarding the final height of the deformed samples, the
experimental compressive results (Figure 12A–E) are compared with the FEA analytical outcomes
(Figures 3B, 4B, 5B, 6B and 7B), which are in good agreement. Regarding the Von Mises stress
distribution (Figures 3A, 4A, 5A, 6A and 7A), primitive, lattice and gyroid scaffolds are relatively
flexible/deformable structures, while more deformation energy can be absorbed by rectangular and
honeycomb structures. Hence, for the rectangular structure, stress concentration and distortion can
appear in the upper part of sample, but honeycomb failure started from the bottom of structures.
Adding metallic lattice structure (Ti6Al4V) to ceramic reinforcement like wollastonite (CaSiO3) produces
a composite with higher wear resistance, damage tolerance and mechanical properties resulting in a
higher durability of bones [38,39]. The strut diameter of the lattice is currently ≈ 200 µm, while it could
be increased up to 1 mm (Figure 9C). This ability helps to control volume fraction of both Ti6Al4V
and CaSiO3 in the composite required to achieve the density and porosity characteristic for bones.
Besides, our SLM-SPS combination provides the possibility of making complicated shapes/structures
for antibacterial or biomedical applications (Figure 8C). Height of scaffolds after the analytical and
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experimental compression test are presented in Table 1. Statistical comparison shows a satisfying
agreement between them. For Lattice scaffold (1 mm cell size and 0.5 mm strut diameter), the simulation
outcomes show relatively lower weight than the experimental results. Such differences between the
simulation and experimental results may be attributed to the porosity and unmelted/attached Ti6Al4V
particles in the SLM parts [38,40].

Table 1. Compression test data (comparison of finite element analysis (FEA) simulation and
experimental results).

Scaffold Type
Weight Before

Test (g)
(Figure 2)

Volume
Fraction

(% of Metal)

Height after
Simulation

(mm)
(Figures 3–7)

Height after
Experiment

(mm)
(Figure 8)

Maximum
Compressive

Load (kN)
(Figure 9)

Rectangular 4.0 ± 0.1 19 ± 1 11 ± 1 11 ± 2 100 ± 5
Primitive 5.4 ± 0.2 28 ± 1 8 ± 2 8 ± 2 52 ± 2

Lattice 3.8 ± 0.1 17 ± 2 6 ± 2 8 ± 2 12 ± 1
Gyroid 4.0 ± 0.1 26 ± 2 7 ± 2 8 ± 1 35 ± 2

Honeycomb 5.6 ± 0.1 19 ± 1 11 ± 1 12 ± 3 70 ± 4
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Primitive TPMS have the highest volume fraction (28.2%, Table 1), and it might be interesting for
biological activities due to a larger specific surface area. Stress distribution was uniform (Figure 4A),
and shows a least difference between the simulation and experiment result (Figure 12B). Gyroid shows
similar behavior as primitive, but including some broken/separated pieces in the top area because of a
curvy cross section surface under compression. Strength of rectangular scaffold (Figure 12A) subjected
to compressive loading is presented in Figure 9 and Table 1.

It survived under the maximum test load (100 kN). Comparison between A and Figure 12A shows
that middle rectangular sections are less affected during compression, and any major deformation
starts from the outer layers. Rectangular structure with rectangular/vertical channels is supposed for
cells viability, oxygen transport and fluid permeability, otherwise it can be reinforced by horizontal
plates (similar to honeycomb, Figure 11) for higher resistance against shear stress.

5. Conclusions

In this paper, five different Ti6Al4V triply periodic minimal surface structures with different surface
areas were created by CAD design, namely rectangular, primitive, lattice, gyroid and honeycomb.
The finite element simulation in comparison with 3D additive manufactured experimental results
illustrated similar mechanical behaviors when the samples were subjected to compressive loading.
They had uniform stress distributions and relatively identical displacements. It was found that ANSYS
simulation has a potential to predict the mechanical behavior of additively manufactured scaffolds.
Rectangular and honeycomb were novel cellular scaffolds designed for high compressive load-bearing
and biological application with vertical and horizontal available surfaces, respectively. Rectangular
scaffold is identified as suitable for oxygen transport and fluid permeability, whereas, honeycomb is
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found to be the best for the growth of cells. SLM-manufactured Ti6Al4V lattice can be sintered via SPS
along with CaSiO3 for load bearing bone replacements.
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Processing and Biological Evaluation of the Titanium Scaffolds for Bone Tissue Engineering. Materials 2016,
9, 197. [CrossRef]

9. Kamboj, N.; Rodríguez, M.A.; Rahmani, R.; Prashanth, K.G.; Hussainova, I. Bioceramic scaffolds by additive
manufacturing for controlled delivery of the antibiotic vancomycin. Proc. Est. Acad. Sci. 2019, 68, 185–190.
[CrossRef]

10. Afshar, M.; Pourkamali Anaraki, A.; Montazerian, H.; Kadkhodapour, J. Additive manufacturing and
mechanical characterization of graded porosity scaffolds designed based on triply periodic minimal surface
architectures. J. Mech. Behav. Biomed. Mater. 2016, 62, 481–494. [CrossRef]

11. Kadkhodapour, J.; Montazerian, H.; Darabi, A.C.; Anaraki, A.P.; Ahmadi, S.M.; Zadpoor, A.A.; Schmauder, S.
Failure mechanisms of additively manufactured porous biomaterials: Effects of porosity and type of unit cell.
J. Mech. Behav. Biomed. Mater. 2015, 50, 180–191. [CrossRef]

12. Afshar, M.; Pourkamali Anaraki, A.; Montazerian, H. Compressive characteristics of radially graded porosity
scaffolds architectured with minimal surfaces. Mater. Sci. Eng. C 2018, 92, 254–267. [CrossRef] [PubMed]

13. Abueidda, D.W.; Bakir, M.; Abu Al-Rub, R.K.; Bergström, J.S.; Sobh, N.A.; Jasiuk, I. Mechanical properties of
3D printed polymeric cellular materials with triply periodic minimal surface architectures. Mater. Des. 2017,
122, 255–267. [CrossRef]

14. Sallica-Leva, E.; Jardini, A.L.; Fogagnolo, J.B. Microstructure and mechanical behavior of porous Ti-6Al-4V
parts obtained by selective laser melting. J. Mech. Behav. Biomed. Mater. 2013, 26, 98–108. [CrossRef]
[PubMed]

15. Kapfer, S.C.; Hyde, S.T.; Mecke, K.; Arns, C.H.; Schröder-Turk, G.E. Minimal surface scaffold designs for
tissue engineering. Biomaterials 2011, 32, 6875–6882. [CrossRef]

http://dx.doi.org/10.1016/0142-9612(96)00029-4
http://dx.doi.org/10.3390/ma6125700
http://www.ncbi.nlm.nih.gov/pubmed/28788418
http://dx.doi.org/10.3390/met5020686
http://dx.doi.org/10.1016/j.msea.2014.12.036
http://dx.doi.org/10.1016/j.jmst.2015.08.007
http://dx.doi.org/10.1002/admt.201600138
http://dx.doi.org/10.1002/jbm.b.30291
http://www.ncbi.nlm.nih.gov/pubmed/15981173
http://dx.doi.org/10.3390/ma9030197
http://dx.doi.org/10.3176/proc.2019.2.10
http://dx.doi.org/10.1016/j.jmbbm.2016.05.027
http://dx.doi.org/10.1016/j.jmbbm.2015.06.012
http://dx.doi.org/10.1016/j.msec.2018.06.051
http://www.ncbi.nlm.nih.gov/pubmed/30184749
http://dx.doi.org/10.1016/j.matdes.2017.03.018
http://dx.doi.org/10.1016/j.jmbbm.2013.05.011
http://www.ncbi.nlm.nih.gov/pubmed/23773976
http://dx.doi.org/10.1016/j.biomaterials.2011.06.012


Appl. Sci. 2019, 9, 3844 10 of 11

16. Van Bael, S.; Chai, Y.C.; Truscello, S.; Moesen, M.; Kerckhofs, G.; Van Oosterwyck, H.; Kruth, J.P.; Schrooten, J.
The effect of pore geometry on the in vitro biological behavior of human periosteum-derived cells seeded on
selective laser-melted Ti6Al4V bone scaffolds. Acta Biomater. 2012, 8, 2824–2834. [CrossRef] [PubMed]

17. Xiao, D.; Yang, Y.; Su, X.; Wang, D.; Luo, Z. Topology optimization of microstructure and selective laser
melting fabrication for metallic biomaterial scaffolds. Trans. Nonferrous Met. Soc. China 2012, 22, 2554–2561.
[CrossRef]

18. Yan, C.; Haob, L.; Hussein, A.; Young, P. Ti-6Al-4V triply periodic minimal surface structures for bone
implants fabricated via selective laser melting. J. Mech. Behav. Biomed. Mater. 2015, 51, 61–73. [CrossRef]

19. Vijayavenkataraman, S.; Zhang, L.; Zhang, S.; Ying Hsi Fuh, J.; Feng Lu, W. Triply Periodic Minimal Surfaces
Sheet Scaffolds for Tissue Engineering Applications: An Optimization Approach toward Biomimetic Scaffold
Design. ACS Appl. Bio Mater. 2018, 1, 259–269. [CrossRef]

20. Yoo, D. New paradigms in hierarchical porous scaffold design for tissue engineering. Mater. Sci. Eng. C 2013,
33, 1759–1772. [CrossRef]

21. Paital, S.R.; Dahotre, N.B. Laser surface treatment for porous and textured Ca-P bio-ceramic coating on
Ti-6Al-4V. Biomed. Mater. 2007, 2, 274. [CrossRef] [PubMed]

22. Prashanth, K.G.; Damodaram, R.; Scudino, S.; Wang, Z.; Prasad Rao, K.; Eckert, J. Friction welding of Al-12Si
parts produced by selective laser melting. Mater. Des. 2014, 57, 632–637. [CrossRef]

23. Qin, P.T.; Damodaram, R.; Maity, T.; Zhang, W.W.; Yang, C.; Wang, Z.; Prashanth, K.G. Friction welding of
electron beam melted Ti-6Al-4V. Mater. Sci. Eng. A 2019, 761, 138045. [CrossRef]

24. Zhang, W.; Qin, P.; Wang, Z.; Yang, C.; Kollo, L.; Grzesiak, D.; Prashanth, K.G. Superior wear resistance
in EBM-processed TC4 alloy compared with SLM and forged samples. Materials 2019, 12, 782. [CrossRef]
[PubMed]

25. Bandyopadhyay, A.; Espana, F.; Balla, V.K.; Bose, S.; Ohgami, Y.; Davies, N.M. Influence of porosity
on mechanical properties and in vivo response of Ti6Al4V implants. Acta Biomater. 2010, 6, 1640–1648.
[CrossRef] [PubMed]

26. Rahmani, R.; Rosenberg, M.; Ivask, A.; Kollo, L. Comparison of mechanical and antibacterial properties of
TiO2/Ag ceramics and Ti6Al4V-TiO2/Ag composite materials using combining SLM-SPS techniques. Metals
2019, 9, 874. [CrossRef]

27. Papynov, W.K.; Mayorov, V.Y.; Portnyagin, A.S.; Shichalin, O.O.; Kobylyakov, S.P.; Kaidalova, T.A.;
Nepomnyashiy, A.V.; Sokol’nitskaya, T.A.; Zub, Y.L.; Avramenko, V.A. Application of carbonaceous template
for porous structure control of ceramic composites based on synthetic wollastonite obtained via Spark Plasma
Sintering. Ceramics Int. 2015, 41, 1171–1176. [CrossRef]

28. Xue, W.; Liu, X.; Zheng, X.B.; Ding, C. In vivo evaluation of plasma-sprayed wollastonite coating. Biomater.
2005, 26, 3455–3460. [CrossRef]

29. Murphy, S.; Atala, A. 3D bioprinting of tissues and organs. Nat. Biotech. 2014, 32, 773–785. [CrossRef]
30. Rahmani, R.; Antonov, M.; Kollo, L. Wear Resistance of (Diamond-Ni)-Ti6Al4V Gradient Materials Prepared

by Combined Selective Laser Melting and Spark Plasma Sintering Techniques. Adv. Tribol. 2019, 2019, 5415897.
[CrossRef]

31. Slaughter, W.S. The Linearized Theory of Elasticity; Springer: Berlin/Heidelberg, Germany, 2002.
32. Prashanth, K.G.; Loeber, L.; Klauss, H.-J.; Kuehn, U.; Eckert, J. Characterization of 316L steel cellular

dodecahedron structures produced by selective laser melting. Technologies 2016, 4, 34. [CrossRef]
33. Wan, X.; Hu, A.; Li, M.; Chang, C.; Mao, D. Performances of CaSiO3 ceramic sintered by spark plasma

sintering. Mater. Charact. 2008, 59, 256–260. [CrossRef]
34. Simonelli, M.; Tse, Y.Y.; Tuck, C. Effect of the build orientation on the mechanical properties and fracture

modes of SLM Ti-6Al-4V. Mater. Sci. Eng. A 2014, 616, 1–11. [CrossRef]
35. Murr, L.E.; Esquivel, E.V.; Quinones, S.A.; Gaytan, S.M.; Lopez, M.I.; Martinez, E.Y.; Medina, F.;

Hernandez, D.H.; Martinez, E.; Martinez, J.L.; et al. Microstructures and mechanical properties of electron
beam-rapid manufactured Ti-6Al-4V biomedical prototypes compared to wrought Ti-6Al-4V. Mater. Charact.
2009, 60, 96–105. [CrossRef]

36. Maskery, I.; Aboulkhair, N.T.; Aremu, A.O.; Tuck, C.J.; Ashcroft, I.A. Compressive failure modes and energy
absorption in additively manufactured double gyroid lattices. Addit. Manuf. 2017, 16, 24–29. [CrossRef]

http://dx.doi.org/10.1016/j.actbio.2012.04.001
http://www.ncbi.nlm.nih.gov/pubmed/22487930
http://dx.doi.org/10.1016/S1003-6326(11)61500-8
http://dx.doi.org/10.1016/j.jmbbm.2015.06.024
http://dx.doi.org/10.1021/acsabm.8b00052
http://dx.doi.org/10.1016/j.msec.2012.12.092
http://dx.doi.org/10.1088/1748-6041/2/4/011
http://www.ncbi.nlm.nih.gov/pubmed/18458486
http://dx.doi.org/10.1016/j.matdes.2014.01.026
http://dx.doi.org/10.1016/j.msea.2019.138045
http://dx.doi.org/10.3390/ma12050782
http://www.ncbi.nlm.nih.gov/pubmed/30866448
http://dx.doi.org/10.1016/j.actbio.2009.11.011
http://www.ncbi.nlm.nih.gov/pubmed/19913643
http://dx.doi.org/10.3390/met9080874
http://dx.doi.org/10.1016/j.ceramint.2014.09.045
http://dx.doi.org/10.1016/j.biomaterials.2004.09.027
http://dx.doi.org/10.1038/nbt.2958
http://dx.doi.org/10.1155/2019/5415897
http://dx.doi.org/10.3390/technologies4040034
http://dx.doi.org/10.1016/j.matchar.2007.01.002
http://dx.doi.org/10.1016/j.msea.2014.07.086
http://dx.doi.org/10.1016/j.matchar.2008.07.006
http://dx.doi.org/10.1016/j.addma.2017.04.003


Appl. Sci. 2019, 9, 3844 11 of 11

37. Truscello, S.; Kerckhofs, G.; Van Bael, S.; Pyka, G.; Schrooten, J.; Van Oosterwyck, H. Prediction of permeability
of regular scaffolds for skeletal tissue engineering: A combined computational and experimental study.
Acta Biomater. 2012, 8, 1648–1658. [CrossRef]

38. Li, H.; Chang, J. Fabrication and characterization of bioactive wollastonite/PHBV composite scaffolds.
Biomaterials 2004, 25, 5473–5480. [CrossRef]

39. Rahmani, R.; Antonov, M.; Kollo, L. Selective Laser Melting of Diamond-Containing or Postnitrided Materials
Intended for Impact-Abrasive Conditions: Experimental and Analytical Study. Adv. Mater. Sci. Eng. 2019,
2019, 4210762. [CrossRef]

40. Rahmani, R.; Antonov, M.; Kamboj, N. Modelling of impact-abrasive wear of ceramic, metallic, and composite
materials. Proc. Est. Acad. Sci. 2019, 68, 191–197. [CrossRef]

© 2019 by the authors. Licensee MDPI, Basel, Switzerland. This article is an open access
article distributed under the terms and conditions of the Creative Commons Attribution
(CC BY) license (http://creativecommons.org/licenses/by/4.0/).

http://dx.doi.org/10.1016/j.actbio.2011.12.021
http://dx.doi.org/10.1016/j.biomaterials.2003.12.052
http://dx.doi.org/10.1155/2019/4210762
http://dx.doi.org/10.3176/proc.2019.2.11
http://creativecommons.org/
http://creativecommons.org/licenses/by/4.0/.

	Introduction 
	Materials and Methods 
	Biomaterial Production and Characterization 
	Results and Discussion 
	Conclusions 
	References

