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Abstract: Currently, no commercial aluminum 7000 series filaments are available for making aluminum
parts using fused deposition modeling (FDM)-based additive manufacturing (AM). The key technical
challenge associated with the FDM of aluminum alloy parts is consolidating the loosely packed alloy
powders in the brown-body, separated by thin layers of surface oxides and polymer binders, into a
dense structure. Classical pressing and sintering-based powder metallurgy (P/M) technologies are
employed in this study to assist the development of FDM processing strategies for making strong
Al7075 AM parts. Relevant FDM processing strategies, including green-body/brown-body formation
and the sintering processes, are examined. The microstructures of the P/M-prepared, FDM-like Al7075
specimens are analyzed and compared with commercially available FDM 17-4 steel specimens. We
explored the polymer removal and sintering strategies to minimize the pores of FDM-Al7075-sintered
parts. Furthermore, the mechanisms that govern the sintering process are discussed.

Keywords: aluminum alloy 7075; powder metallurgy; fused deposition modeling; wet-mixing; sintering

1. Introduction

Due to their excellent mechanical properties, such as high strength [1], low den-
sity [2], and high stress-corrosion-cracking resistance [3], 7xxx series aluminum alloys
are commonly employed by the aerospace industry. The widely accepted strengthening
mechanism for the 7xxx series aluminum alloy is precipitation strengthening, which is de-
scribed by the supersaturated solid solution precipitation theory, including Guinier–Preston
zone—metastable η′—stable η (MgZn2 phase) [4]. To further improve the mechanical prop-
erties of 7xxx series aluminum alloys, many researchers focus on particle additions with
Al2O3 [5], SiC [6], B4C [7], and high-entropy alloy [8] powders.

Additive manufacturing (AM) techniques provide a unique capability for making
components with complex geometries. Indeed, many industrial components, such as tur-
bocharger compressor blades, grippers, and gearboxes, have complex shapes. Several AM
technologies have been applied to prepare Al alloy parts, such as laser powder bed fusion
(LPBF) AM [9] and electron beam powder bed fusion AM [10]. As an AM process, fused
deposition modeling (FDM) has gained much attention in recent years for manufacturing
customized polymer-based components rapidly. Polymeric materials such as acrylonitrile
butadiene styrene (ABS) [11], poly lactic acid (PLA) [12], and wax [13] are the most popular
materials used by FDM. Parts fabricated with these materials can be used for design verifi-
cation, to create patterns for casting processes, and for medical applications. Researchers
are also exploring various metal/polymer filaments to make composites containing metallic
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particles, such as iron/nylon [14], copper/ABS [15], and Al/Al2O3/nylon composites [16].
FDM has also been explored to prepare pure metallic AM parts. To fabricate pure metallic
AM parts, the FDM printer first prints a green-body using filaments containing metal
powders and polymer binders. Then, debinding and sintering are conducted on the printed
green-body to form fully dense metallic parts. Typically, the sizes of metallic powders
are a few microns in diameter, and the total metal volumetric content in the filament is
around 50% or less [17]. The FDM-based metallic part AM technology, also referred to
as bound metal deposition (BMD), has two main advantages, i.e., (i) the FDM equipment
is low-cost and portable, as the operating temperature to make green bodies is about
190–250 ◦C [11,12,15], eliminating the need for expensive, high-energy heat sources such
as a laser; and (ii) the printing materials are intrinsically safe because filament (powders
bonded by polymer binder) is less likely to cause safety concerns than powder-bed-based
AM materials.

Despite the advantages, manufacturing aluminum alloy parts using the FDM tech-
nique faces the following challenges: first, aluminum alloy powders are covered with a
stable aluminum oxide film, which reduces sinterability. Second, aluminum alloy pow-
ders in the green-body of FDM parts are loosely packed due to the high concentration
of polymeric binder and low extrusion pressure. Third, preparing new FDM filaments
with a high concentration of metal powders is challenging. Currently, no FDM filament is
commercially available for printing aluminum 7075 (Al7075) parts. Thus, it is necessary
to investigate the sintering behavior of Al7075 powder mixed with polymer binder in
loosely packed conditions to assess the feasibility of making Al7075 parts using FDM-based
AM. Conventional pressing-and-sintering powder metallurgy (P/M) aluminum alloys are
usually carried out at high pressing pressures before sintering [8,18–20]. For reference [8],
the pressing pressure is about 400 MPa, and for reference [20], 250–770 MPa pressure was
applied in the compression process. Even for the 250 MPa pressing pressure, the density of
the green-body reached about 92%. To study the loosely packed specimen sintering, a low
pressing pressure is used in this study.

Since the FDM specimen is in a loosely packed state, robust aluminum alloy parts
can be made with the FDM method only with optimized processing control. In this
paper, considering the metal-based FDM process shares many commonalities with the
classical pressing and sintering-based P/M process—including raw materials mixing,
extrusion/consolidation, and controlled sintering (Figure 1)—the classical pressing and
sintering-based P/M method is explored to investigate the feasibility of making Al7075
parts using the FDM process. To mimic the FDM processed green-bodies, which contain
high levels of metallic powders and polymer binders, Al7075 powders and polymer binders
are first mixed and consolidated with low pressure. We utilized wet-mixing of polymer
binder with Al7075 powders to achieve good mixing. In the powder injection molding
(PIM) industry, the mixed polymer consists of backbone, filler, and lubricant. Then, thermal
debinding is performed to remove a portion of the binder before the sintering step. Alloys
suitable for producing high-quality metallic FDM AM parts (not limited to Al7075) and
the relevant processing windows can be rapidly screened with the P/M-based specimen
preparation method presented in this paper.
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Figure 1. P/M-based specimen preparation method for the study of metallic FDM AM processing strategies.

2. Materials and Methods

Al7075 powders (supplied by American Elements, Pasadena, CA, USA, Table 1),
polyethylene oxide (PEO) powders, and polypropylene (PP) powders were used in this
study. Figure 2 shows that the original Al7075 powders were close to a spherical shape with
an average diameter of 9 µm. Figure 3 shows the temperature profile for making FDM-like
Al7075 bulk specimens from the raw materials. The polymer consisted of PP, PEO, and
stearic acid (SA) in a mass ratio of 6:3:1, which is 60% backbone (PP), 30% filler (PEO), and
10% lubricant (SA). The mass ratio of the total polymer to Al7075 powder was 1:12. The
polymer was dissolved in an appropriate amount of toluene before the Al7075 powders
were added to achieve good mixing. To ensure that the polymer was thoroughly dispersed
in toluene, the mixture was heated to 100 ◦C. After entirely dissolving the polymer binder in
toluene, the Al7075 powder was added and dispersed using an ultrasonic shaker for 5 min.
Then, 30 min of electromagnetic stirring was carried out. Finally, after evaporating all the
solvent at room temperature (36 h), Al7075 powders coated with polymer binder were
collected as the precipitates. A sieve with 75 µm mesh size was applied to the precipitates
to eliminate large agglomerates. Using the Al7075/polymer powder mixture, disk-shaped
specimens with a diameter of 12.7 mm and a thickness of 3 mm were prepared in a warm-
compression process with a temperature and pressure of 150 ◦C and 20 MPa, respectively.
The pressing step was conducted in air. A debinding process was implemented at 300 ◦C
for 30 min, also in air.

Table 1. Chemical composition (wt %) of Al7075 alloy.

Zn Mg Cu Fe Si Cr Ti Mn Ca Ni

Powder
Min 5.1 2.1 1.2 0 0 0.18 0 0 0 0
Max 6.1 2.9 2.0 0.50 0.40 0.28 0.20 0.30 0.03 0.03
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Figure 2. Images showing the shape and size of the raw Al7075 powders.

Figure 3. The typical temperature profile for making FDM-like bulk Al7075 specimens with the
classical pressing and sintering-based P/M method.

To better understand the sintering process, the phase diagram and liquid phase
content for the Al7075 alloy at different temperatures were calculated using Thermo-Calc
software with database TCAL6. The typical sintering process consists of two stages to
obtain densified specimens: stage 1 is to heat the specimen to 500 ◦C for two hours with a
10 ◦C/min heating ramp rate. Stage 2 is to further heat the specimen to 580 ◦C, 600 ◦C, or
620 ◦C for 20, 60, or 100 min, with a heating rate such as 10 ◦C/min (as shown in Figure 3).
Different sintering durations, heating rates, and gas environments were also explored
to improve the sintering process. All the sintering processes were performed in either a
custom vacuum furnace or a Centorr Series LF top loading multipurpose vacuum furnace.
The relative density and porosity of the specimens were measured by the Archimedean
method. A scanning electron microscope (SEM) was utilized to investigate the distribution
of the polymers in the matrix and the sample microstructures. X-ray diffraction (XRD)
tests were conducted with a Panalytical Empyrean multipurpose diffractometer, equipped
with Pre-FIX modules with Cu Kα radiation. Microhardness tests were performed on the
sintered specimens using a CM-802 AT microhardness tester, with a test load of 500 gf and
a dwell time of 15 s.

3. Results and Discussion
3.1. Forming FDM-Like Al7075/Polymer Binder Mixture

FDM utilizes a filament containing metal powder/polymer binder mixture to prepare
metallic AM parts. Figure 4a shows the morphology of a commercial FDM 17-4 stainless
steel filament, in which the polymer binder partially coats the metal powder particles.
Figure 4b,c show the morphologies of the Al7075 powder/polymer binder mixture prepared
using the proposed wet mixing processes. After the wet mixing process, the polymer binder
covers the surface of the Al7075 powder evenly. Spherical-shaped metallic powder particles
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usually would not form mechanical interlocking under relatively low compressing forces
at low temperatures. For Al7075 particles covered with a polymer coating, the polymer
binder provides weak bonding between metal particles, which is why clusters of powder
are observed in the wet-mixed powder/binder mixture. In contrast, no such clusters can
be found in the raw Al7075 powder (Figure 2). For both cases, the polymer binder is
bonded to the metal particles in a similar way, as indicated by the red arrows and circles in
Figure 4, proving the proposed wet-mixing method can effectively produce an FDM-like
Al7075/polymer binder mixture.

Figure 4. SEM images showing the morphology of the powder/binder mixture. (a) Commercial 17-4
steel filament. (b,c) Wet-mixing processed Al7075 powder with the polymer binder.

3.2. Forming FDM-Like Bulk Al7075 Samples

During the FDM fabrication process, the printer heats the filament to soften the polymer
binder and then extrudes the filament to form the green-body via layer-by-layer deposi-
tion. In this study, a compression process was applied to the powder/polymer mixture
to mimic the green-body formed in the FDM process. The main criterion for selecting
the compression process parameters was to avoid any plastic deformation of the Al7075
particles. The yield strength and hardness of an alloy can be related based on Tabor’s
equation σy =

(
HV

3

)
− 182.3, where σy is the yield stress and HV is the microhardness. Ac-

cording to references [21,22], the Vickers hardness of the air-atomized Al7075 powder is
about 200 HV. Therefore, the yield strength of the Al7075 powder was estimated to be around
472 MPa. In the compression process, a small pressure of 20 MPa was applied, together with
a temperature of 150 ◦C. The 150 ◦C pressing temperature was chosen to mimic the typical
FDM extrusion temperature (about 100–300 ◦C) and to ensure a similar polymer behavior.
The contact pressure may be significantly greater than the pressing pressure for powder
packs. As the applied pressing pressure of 20 MPa is much lower than the yield strength, no
visible plastic deformation was observed on the compressed Al7075 particles.

Figure 5 shows the SEM images for both the warm-pressed Al7075 powder/polymer
binder specimen and the 17-4 steel specimen prepared by a commercial FDM process. For
the 17-4 steel specimen, a chemical washing step using the Markforged Wash-1 system was
applied to form the so-called brown-body from the green-body. According to Figure 5b, in
the FDM 17-4 steel brown-body, polymer binder was uniformly dispersed between metal
powders. Likewise, the polymer was reasonably uniformly distributed between the Al7075
particles in the Al7075 powder/polymer binder bulk sample (Figure 5a). Due to the low
compression force used, the Al7075 particles were pushed together without any plastic
deformation, as seen in Figure 5a. In addition, the low compression force is not expected
to break down the oxide film on the surfaces of the Al7075 particles, just as in the FDM
extrusion process. The FDM-like bulk Al7075 samples were successfully formed using the
proposed compression process in this study.
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Figure 5. SEM images display the morphology of the specimens. (a) Compressed Al7075 sample.
(b) Washed FDM 17-4 steel sample.

3.3. Forming FDM-Like Al7075 Brown-Body via Thermal Debinding

Filaments containing metallic particles and polymer binders are used to first make the
green-body to produce metallic parts with the FDM process. Subsequently, a portion of
the polymer binder must be removed via either chemical washing or thermal debinding to
form the so-called brown-body prior to the sintering stage. For example, the debinding
process of the commercial FDM 17-4 specimen is divided into two steps, in which the
chemical washing would first partially remove the polymer. Then, the thermal debinding
would remove the backbone polymer. To better simulate the debinding process of FDM
samples, a two-step thermal debinding process was adapted. This study used a polymer
mixture of PP, PEO, and SA. The process was designed such that the PEO (with a boiling
point of about 250 ◦C) was to be removed in a first thermal debinding process at 300 ◦C
to develop the Al7075 brown-bodies, and PP and SA were removed during the second
thermal debinding stage (500 ◦C for two hours).

To determine the polymer contents in the green-body and brown-body of both P/M
compressed specimens and commercial FDM printed specimens, the weight loss method
was used, and the results are displayed in Table 2. The total weight loss of the 17-4 stainless
steel specimens prepared by commercial FDM and Al7075 samples prepared by P/M
compression was about 9.0 ± 0.6% and 5.1 ± 0.4%, respectively. According to the original
mass ratio between the polymer and Al7075 powder (1:12), the polymer content should
be 7.7%. The decrease in mass fraction of polymer in the Al7075/polymer specimen was
caused by the removal of Al7075/polymer agglomerates larger than 75 µm during the
particle selection process. The commercial FDM 17-4 stainless steel filament polymer
content was around 9–10%.

Table 2. Weight loss after debinding and sintering.

Original Specimen (g) Sintered Specimen (g) Total Weight Loss
after Sintering

Wash/Thermal
Debinding
Mass Loss

FDM 17-4
(FDM printed)

8.19 7.40 9.7% 4.5%
8.20 7.50 8.5% 4.1%
7.90 7.20 8.9% 4.2%

Al7075/polymer
(Powder after selection)

1.52 1.44 5.1% 3.2%
3.46 3.29 5.0% 3.0%
5.43 5.13 5.5% 3.4%

Al7075/polymer
(Compressed specimen)

1.33 1.27 4.5% 2.7%
6.82 6.47 5.2% 3.5%
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Comparing the microstructures of the bulk Al7075 alloy samples prepared in this study
and the commercial FDM-prepared 17-4 steel samples, no apparent presence of polymer
was observed in the Al7075 specimens after thermal debinding (Figure 6). Similarly, only
minute amounts of polymers remained in the commercial FDM 17-4 stainless steel samples
after debinding.

Figure 6. The microstructure of the specimens after debinding. (a) Al7075 with wet-mixing powders
(two-step thermal debinding). (b) FDM 17-4 steel specimen (chemical washing and thermal debinding).

3.4. Sintering Strategies for FDM-Like Al7075 Samples

The bulk Al7075 alloy samples displayed the typical FDM-like morphology with
loosely packed metal particles. Due to the large gaps between the Al7075 particles and the
presence of surface oxidation, it is challenging to form high strength/low porosity Al7075
parts in the sintering process. Different sintering strategies were explored with the suitable
powder morphology to form strong FDM Al7075 parts.

Densification during the sintering of aluminum alloys typically has the following
mechanisms [23]:

1. Solid-state sintering is controlled mainly by atomic diffusions, such as surface diffu-
sion, grain-boundary diffusion, and volume diffusion;

2. Particle rearrangement by capillary forces;
3. Solution and reprecipitation, with particle dissolution in the liquid phase and subse-

quent reprecipitation at sites of lower chemical potential; and
4. Pore filling, where the liquid phase will fill the pores during the sintering process.

Pore filling is an essential densification mechanism in the sintering of aluminum
alloys [24] for which liquid phase sintering (LPS) is necessary. The amount of liquid phase
in a typical LPS system is 5–30% [25]. We utilized Thermo-Calc software to calculate
the phase diagram, Figure 7, to identify the amount of liquid phase present at different
temperatures for the Al7075 alloy. Considering the presence of a large number of pores
in the loosely packed specimens, 580 ◦C (13 vol % liquid phase), 600 ◦C (25 vol % liquid
phase), and 620 ◦C (53 vol % liquid phase) were adapted as the sintering temperatures to
test the sintering behavior of the Al7075 specimens, as seen in Table 3.
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Figure 7. Phase diagram and the amount of liquid phase at different temperatures.

Table 3. Different sintering strategies for FDM-like Al7075 alloy brown-bodies.

Sintering
Temperature (◦C)

Sintering Time
(min)

Heating Rate
(◦C/min) Sintering Atmosphere

Standard
sintering
strategy

580
20/60/100 10 Vacuum (6.7 × 10−3 Pa)600

620

Optimized
sintering
strategy

620 240/480 10 Vacuum (6.7 × 10−3 Pa)
580 20 40 Vacuum (6.7 × 10−3 Pa)
580 20 10 Argon (20 mL/min)

The first set of sintering tests under the so-called standard sintering strategy was
conducted under vacuum. Figure 8 illustrates the variation of density achieved for the
sintered specimens with the range of sintering temperature. The density of the specimens
improves by increasing either the sintering temperature or the sintering time. In the
first stage of the study, the highest specimen density was 2.33 g/cm3 (620 ◦C, 100 min).
Considering that the theoretical density of Al7075 is 2.81 g/cm3, the highest relative density
was around 83%, indicating that even after 100 min of sintering at 620 ◦C with theoretical
53 vol % liquid content, the FDM Al7075 specimen remained in the early stages of sintering.
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Figure 8. The density of the Al7075 specimen sintered under vacuum.

Figure 9 shows the SEM images of Al7075 specimens sintered under vacuum, with
many pores remaining in the as-sintered specimens. In aluminum alloy sintering, the
liquid phase usually has a light color under SEM and is distributed along the particle
boundaries [26,27]. Figure 9a shows that the solidified liquid is distributed at the interface
or inside Al7075 particles, observed as the light or white phase without any fixed pattern.
As the sintering temperature increases, the liquid phase gradually accumulates towards the
particle contact regions or particle boundaries. Aggregation of the white liquid phase was
observed in the sintered neck regions. In addition, the sintering reaction seems to occur only
in the regions with inter-particle contacts. This means that the contact flattening sintering
mechanism [28] dominates the sintering process under the current sintering conditions. The
contact flattening mechanism is usually caused by a pressure imbalance between the liquid
and external pressure (ambient pressure in the sintering chamber) during the sintering
process, following the equation:

Pl = Pout −
2γlv

r
where the Pout is the external pressure, γlv is the liquid/vapor interfacial energy, and r is the
radius of the liquid meniscus. The pressure in the liquid is always lower than the external
pressure. Therefore, the particles are under compression, which promotes the formation of
a sintering neck. As the sintering temperature increases from 580 ◦C to 620 ◦C (liquid phase
fraction increases), the amount of liquid phase in the contact area increases (Figure 9c)
and the atomic diffusion process is enhanced, which further promotes the growth of the
sintering neck.

Figure 9. Microstructures of the specimens sintered at different temperatures and times in the vacuum.
(a) 580 ◦C, 100 min. (b) 600 ◦C, 100 min. (c) 620 ◦C, 100 min.
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In the Al7075 alloy system, the generated liquid phase may be related to Mg, Cu,
and Zn elements. Based on the phase diagrams calculated by the Thermo-Calc software
package, the content of Al, Mg, Cu, and Zn in the liquid phase was determined. For example,
when the sintering temperature is 620 ◦C, the mass fraction of Al, Mg, Cu, and Zn in the
liquid was 85.7%, 3.8%, 2.7%, and 7.8%, respectively. In theory, under the current sintering
conditions, especially at 620 ◦C, a large amount of liquid phase would be generated between
the particles. The particles would undergo rearrangement and dissolution-precipitation by
capillary forces. Usually, the diffusion of atoms in the liquid phase is faster in mass transfer,
ensuring rapid densification, as seen in Figure 10. In addition, a high volume of liquid phase
would promote the distortion of the parts during the sintering. However, none of the above
sintering phenomena were observed in the first batch of sintering tests. One of the reasons is
that an Al2O3 layer covers the aluminum powder surfaces due to the high affinity between
aluminum and oxygen, which hinders the sintering process by reducing wettability and
diffusivity [29]. The oxide is thermodynamically very stable, and the liquid phase produced
during the sintering process is encapsulated inside the single particles, making it difficult
to penetrate the oxide film, as seen in Figure 11. In this study, atomized Al7075 powder is
used, and all powder particles have the same evenly distributed composition.

Figure 10. The evolution of liquid phase sintering.

Figure 11. Liquid phase during the Al7075 pre-alloyed powder sintering process.

The liquid phase primarily forms within particles upon heating to a temperature
between solidus and liquidus temperatures. The sintering mechanism of Al7075 atomized
powder is a super solidus sintering. The liquid phase appears spontaneously in the particle
contact area and within the powder particle. Due to the presence of the oxide film on
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the surface of the pre-alloyed powder, the liquid phase produced during the sintering
process is covered by the oxide film, as seen in Figure 11, and it will prevent sintering
in the non-contact areas of the particles. Only in the area of inter-particle contact is the
formation of the sintering neck promoted, which is consistent with the experimental results.
The average sintering neck size of the 580 ◦C, 600 ◦C, and 620 ◦C sintered specimens is
1.8 ± 0.6 µm, 2.2 ± 0.7 µm, and 4.4 ± 1.2 µm, respectively.

EDS mapping was adopted to further investigate the elemental diffusion behavior
in the sintered specimens. Figure 12 depicts the EDS mapping of the sintered specimen.
For the low sintering temperature (580 ◦C), it can be observed that oxygen (O) elements
aggregate at the grain boundaries. In addition, the net structure formed by the aggregation
of O elements is almost continuous, indicating that the liquid phase hardly penetrates
the oxide film during the sintering process to promote the diffusion process. For the
high sintering temperature (620 ◦C), a break in the net structure oxide film is observed,
corresponding to the sintered necks’ location. It shows that increasing the volume fraction
of the liquid phase has a positive effect on sintering. Magnesium (Mg) is reported to diffuse
to the aluminum–aluminum oxide interface and to react with Al2O3 to form a spinel during
the sintering process with the following reaction equation [30]:

3Mg + 4Al2O3 → 3MgAl2O4 + 2Al

Figure 12. EDS Mapping of sintered specimens. (a) 580 ◦C, 100 min. (b) O. (c) Mg. (d) 620 ◦C,
100 min. (e) O. (f) Mg.

This reaction can rupture the oxide film and expose the underlying sintering liquid
phase. When contact areas exist between the particles, the liquid phase in the contact
area promotes the diffusion of the elements. It enhances the dissolution and precipitation
mechanisms, which contributes to the growth of the sinter neck. From the magnesium EDS
mapping of the 580 ◦C specimen, there is a tendency for magnesium to accumulate in the
particle contact regions. However, the appearance of sintered necks is not observed in the
contact area. This is because the liquid phase volume fraction is small when the sintering
temperature is 580 ◦C. The liquid phase within each particle cannot wet and break the
oxide film in the available time. For the 620 ◦C specimen, as the amount of liquid phase
rises, the oxide film in the particle contact region is broken, and a sintering neck is formed.
Although magnesium can break the oxide film of the non-contact region of the particles,
the element is unable to diffuse through the pores, which leads to the aggregation of the
Mg element in the non-contact regions.

Figure 13 shows the XRD patterns of sintered Al7075 alloy specimens (where sintering
time was 100 min). The major secondary phases in all the sintered specimens are MgZn2 and
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Al2Cu. Reference [31] pointed out that the formation enthalpy (∆H) decreases in the order
MgZn2 > Al2Cu, whereas the binding energy (Eb) decreases in the order Al2Cu > MgZn2.
The formation of MgZn2 can be promoted by increasing the content of Zinc or decreasing
the content of magnesium. In a low liquid phase fraction sintering process (580 ◦C), even
in the particle contact area, it is difficult for the liquid phase inside the particles to wet
the oxide film and promote the magnesium and Al2O3 layer reaction. The content of
magnesium in the matrix remains almost unchanged. In a high liquid phase fraction
sintering process (620 ◦C), the reaction of the magnesium with the oxide film consumes the
magnesium in the matrix, which drives the formation of MgZn2. In the 620 ◦C specimen
XRD patterns, Al2Cu peaks disappeared, and only MgZn2 was detected, which is consistent
with the results obtained from the theoretical model.

Figure 13. XRD of sintered specimens with a sintering time of 100 min.

Table 4 shows the microhardness of sintered Al7075 alloys. According to the lit-
erature [32], the strengthening mechanism of sintered aluminum specimens is mainly
secondary hard phase dispersion strengthening. With the increase of sintering temperature
and sintering time, the microhardness of the specimens showed an increasing trend. Based
on the XRD results, more MgZn2 reinforced phases are present in the 620 ◦C specimens.
Additionally, microhardness is associated with the relative density since the specimens
were not fully dense. As the sintering temperature increased, the amount of liquid phase
in the particles increased. The increased amount of liquid phase further promoted the
formation of the sintering neck and enhanced inter-particle connectivity. As a result, the
specimen with a sintering temperature of 620 ◦C and a sintering time of 100 min showed
the highest microhardness of 74.1 HV due to the highest density.

Table 4. Microhardness of sintered specimens.

Sintering
Temperature (◦C)

Sintering Time
(Minute) Microhardness (HV) Error Bar

(Standard Deviation)

580
20 31.9 ±3.2
60 36.2 ±1.6
100 50.5 ±1.2

600
20 54.3 ±2.3
60 59.5 ±3.4
100 65.4 ±1.3

620
20 56.6 ±1.2
60 60.6 ±1.8
100 74.1 ±1.4
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Table 5 shows the microhardness of Al7075 alloys with different manufacturing meth-
ods. It can be found that the microhardness of the P/M specimen (sintered at 620 ◦C
for 100 min) was almost equal to the forged Al7075, even under non-densified sintering
conditions. Further, all specimens with different manufacturing technologies [33–35] have
undergone careful post-heat treatments. From this aspect, the as-fabricated P/M specimen
displayed excellent microhardness properties.

Table 5. Microhardness of Al7075 with different manufacturing technologies.

Type Microhardness (HV)

LPBF Al7075 94 [33]
Forged Al7075 75 [34]

SPS Al7075 140 [35]
P/M wet-mixing Al7075 74.1

The primary problem with the standard sintering strategy is that loosely packed spec-
imens do not generate sufficient contact areas to accelerate the diffusion of atoms during
the sintering process. The formation and growth of the sintered neck is very slow. Further,
the generated liquid phase makes it hard to completely wet and penetrate the oxide film on
the particle surface. The pore-filling mechanism cannot work under the standard sintering
strategy since the loosely packed specimens have large pore sizes. Therefore, the sintered
specimens remain at the early stage of sintering and are limited by sintering neck growth.

For the specimen sintered at 620 ◦C for 100 min, it can be observed that the size of the
sintered neck increases significantly. At the same time, still, no pore filling is observed in
the sintered specimen. The more liquid phase generated in the inter-particle area during
sintering will contribute to the breakage of the oxide film and the formation of a sinter
neck. Once the sintering neck is formed, the growth of the sintered neck is controlled by
the diffusion of atoms and the solution and reprecipitation mechanisms. The sintering rate
theoretically converges to the solid-phase sintering rate. Although the solid-phase sintering
rate is slow, densification of the specimen can be achieved by extending the sintering time.
Figure 14 shows the SEM images for the specimens sintered at 620 ◦C for 4 h and 8 h. As
the sintering time increases, the porosity gradually decreases, and the white liquid phase
marks appear around the pores. This indicates that as the sintering time increases, the
atomic diffusion is promoted, and thus the sintering neck grows sufficiently, and, finally,
the specimen reaches full densification at a sintering time of 8h. Then, the liquid phase in
the specimen forms a distributed network-like shape in the matrix.

Figure 14. Specimen sintered at 620 ◦C for (a) 4 h and (b) 8 h.

Some researchers have pointed out that increasing the heating rate of the sintering tem-
perature can increase the difference in thermal expansion during aluminum sintering [36].
Due to the high porosity and low contact area, the rate of the densification process of the
specimen with the standard sintering strategy is very slow. Using the difference in powder
expansion to modify the inter-particle contact area to speed up the densification process
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becomes a feasible method. Although thermal expansion is complex, a high heating rate
is usually associated with a large temperature gradient. However, considering that the
specimen is in a loosely packed state, a heating rate that is too fast can lead to localized
excessive expansion and solid–liquid imbalance, which can damage the structure of the
specimen. Therefore, a suitable heating rate needs to be found. Figure 15 shows the sintered
specimen with different heating rates. When the heating rate increases to 30 ◦C/min, the
porosity in the specimen decreases significantly even when the sintering temperature is
580 ◦C. Increasing the heating rate induces the specimen to produce more sintering neck in
a shorter period. When the heating rate increases to 60 ◦C/min, the excessive thermal ex-
pansion imbalance destroys the specimen structure. Although full densification is achieved
in some areas of the specimen, the specimen as a whole has failed.

Figure 15. Sintered Al7075 specimens with different heating rates to 580 ◦C for 20 min.
(a) 10 ◦C/min. (b) 30 ◦C/min. (c) 60 ◦C/min. The inserted SEM images indicate the microstructures
of the corresponding sintered specimens.

The gas environment has an important influence on the sintering of aluminum alloys.
Nitrogen is widely regarded as necessary [24]. It is generally believed that aluminum reacts
with nitrogen to form AlN, which will reduce the pressure in the closed pores relative to the
external pressure, and then promote pore filling. To keep the specimen compressed by the
external atmosphere during the sintering process, after pulling vacuum, argon gas at 1 bar
is refilled during the late sintering process. Once the sintering process starts, sintered necks
form in the inter-particle contact areas, which leads to closed pores. If the gas pressure
in the closed pores is lower than the external pressure, locally, the specimen will be in a
compression state. The liquid phase generated in the particle contact region transmits the
resulting compressive forces, making the chemical potential of the atoms in the contact
region higher than that of the atoms in the non-contact region. The result is the dissolution
of the particles in the contact area, formation of the sinter neck, and facilitation of the
diffusion process of the atoms.

Figure 16 shows the sintered specimens with different sintering atmospheres. As
mentioned above, more sintering neck forms in the inter-particle contact area when the
external gas pressure is increased. Table 6 shows the density and hardness of the Al7075
specimens for the optimized sintering strategies. Compared to the standard sintering
strategy, the optimized sintering parameters greatly improve the sintering quality.

The density of the FDM Al7075 specimens can be significantly improved by increasing
the sintering time, heating rate, and applying an argon environment during the sintering
process. Subsequent testing of the mechanical properties of the specimens prepared under
the optimized sintering strategies will be reported in the future.
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Figure 16. SEM images showing the sintered Al7075 specimens under different sintering atmospheres
to 580 ◦C for 20 min with applied (a) argon and (b) vacuum.

Table 6. Density and microhardness of Al7075 with optimized sintering strategies.

Type Density (g/cm3) Microhardness (HV)

Sintered specimen at 620 ◦C
for 4/8 h 2.66/2.75 58.8/54.3

Sintered specimen with higher
heating rate 2.72 98.4

Sintered specimen with argon 2.64 69.6

4. Conclusions

This study uses a classical pressing and sintering-based P/M method to explore the
feasibility of utilizing Al7075 in a fused deposition modeling AM process. A systematic
experimental investigation has been conducted, including the Al7075 powder/polymer
binder mixture preparation, bulk sample fabrication, thermal debinding, and sintering
process optimization. The following conclusions can be reached:

(1) Employing the wet-mixing method, it is feasible to prepare Al7075/polymer compos-
ites which mimic the FDM-processed green-body/brown-body. The microstructures
of the Al7075 specimens at all P/M stages are similar to those of the commercially
available 17-4 steel FDM specimens.

(2) The sintering mechanism of the pre-alloyed Al7075 powder is super solidus sintering.
The liquid phase comprises Al, Zn, Mg, and Cu. The slow heating rate of 10 ◦C/min
hinders the Al7075 sintering densification process due to the high porosity and low
particle contact area.

(3) By optimizing the sintering parameters, such as increasing the sintering heating rate
to 30 ◦C/min and providing an argon pressure after the pores are closed, the density
of the sintered Al7075 specimens can be significantly improved. The highest density
and microhardness achieved were 2.72 g/cm3 and 98.4 HV, respectively.

(4) It is feasible to prepare robust Al7075 parts using the FDM-based AM process, provided
the right filament preparation, thermal debinding, and sintering parameters are taken.

Author Contributions: Formal analysis, H.D. and C.Z.; Funding acquisition, J.R.; Investigation,
H.D.; Methodology, H.D. and C.Z.; Project administration, S.G.; Writing—original draft, H.D.;
Writing—review & editing, J.R., K.M. and S.G. All authors have read and agreed to the published
version of the manuscript.

Funding: National Aeronautics and Space Administration: 80NSSC19M0149; National Science
Foundation: CBET-2042683 and OIA-1946231.

Institutional Review Board Statement: Not applicable.

Informed Consent Statement: Not applicable.



Materials 2022, 15, 1340 16 of 17

Acknowledgments: This work is supported by the National Aeronautics and Space Administration
(NASA)’s Established Program to Stimulate Competitive Research (EPSCoR) Cooperative Agreement
number 80NSSC19M0149 and the NSF-CAREER under the NSF cooperative agreement CBET-2042683.
The use of instruments housed within the LSU Shared Instrumentation Facilities (SIF), a part of
LAMDA (grant number NSF #OIA-1946231) Core User Facilities, is acknowledged.

Conflicts of Interest: The authors declare no conflict of interest.

References
1. Jin, N.; Zhang, H.; Han, Y.; Wu, W.; Chen, J. Hot deformation behavior of 7150 aluminum alloy during compression at elevated

temperature. Mater. Charact. 2009, 60, 530–536. [CrossRef]
2. Rokni, M.R.; Zarei-Hanzaki, A.; Roostaei, A.A.; Abolhasani, A. Constitutive base analysis of a 7075 aluminum alloy during hot

compression testing. Mater. Des. 2011, 32, 4955–4960. [CrossRef]
3. Rokni, M.R.; Zarei-Hanzaki, A.; Roostaei, A.A.; Abedi, H.R. An investigation into the hot deformation characteristics of 7075

aluminum alloy. Mater. Des. 2011, 32, 2339–2344. [CrossRef]
4. Ghosh, A.; Ghosh, M.; Seikh, A.H.; Alharthi, N.H. Phase transformation and dispersoid evolution for Al-Zn-Mg-Cu alloy

containing Sn during homogenisation. J. Mater. Res. Technol. 2019, 9, 1–12. [CrossRef]
5. Baradeswaran, A.; Perumal, A.E. Study on mechanical and wear properties of Al 7075/Al2O3/graphite hybrid composites.

Compos. Part B Eng. 2014, 56, 464–471. [CrossRef]
6. Izadi, H.; Nolting, A.; Munro, C.; Bishop, D.; Plucknett, K.; Gerlich, A. Friction stir processing of Al/SiC composites fabricated by

powder metallurgy. J. Mater. Process. Technol. 2013, 213, 1900–1907. [CrossRef]
7. Baradeswaran, A.; Perumal, A.E. Influence of B4C on the tribological and mechanical properties of Al 7075–B4C composites.

Compos. Part B Eng. 2013, 54, 146–152. [CrossRef]
8. Tan, Z.; Wang, L.; Xue, Y.; Zhang, P.; Cao, T.; Cheng, X. High-entropy alloy particle reinforced Al-based amorphous alloy

composite with ultrahigh strength prepared by spark plasma sintering. Mater. Des. 2016, 109, 219–226. [CrossRef]
9. Martin, J.H.; Yahata, B.D.; Hundley, J.M.; Mayer, J.; Schaedler, T.A.; Pollock, T.M. 3D printing of high-strength aluminium alloys.

Nature 2017, 549, 365–369. [CrossRef]
10. Wenjun, G.; Chao, G.; Feng, L. Microstructures of Components Synthesized via Electron Beam Selective Melting Using Blended

Pre-Alloyed Powders of Ti6Al4V and Ti45Al7Nb. Rare Met. Mater. Eng. 2015, 44, 2623–2627. [CrossRef]
11. Dawoud, M.; Taha, I.; Ebeid, S.J. Mechanical behaviour of ABS: An experimental study using FDM and injection moulding

techniques. J. Manuf. Process. 2016, 21, 39–45. [CrossRef]
12. Torres, J.; Cotelo, J.; Karl, J.; Gordon, A.P. Mechanical Property Optimization of FDM PLA in Shear with Multiple Objectives. JOM

2015, 67, 1183–1193. [CrossRef]
13. Jain, P.; Kuthe, A. Feasibility Study of Manufacturing Using Rapid Prototyping: FDM Approach. Procedia Eng. 2013, 63, 4–11.

[CrossRef]
14. Masood, S.; Song, W.Q. Thermal characteristics of a new metal/polymer material for FDM rapid prototyping process. Assem.

Autom. 2005, 25, 309–315. [CrossRef]
15. Hwang, S.; Reyes, E.I.; Moon, K.-S.; Rumpf, R.C.; Kim, N.S. Thermo-mechanical Characterization of Metal/Polymer Composite

Filaments and Printing Parameter Study for Fused Deposition Modeling in the 3D Printing Process. J. Electron. Mater. 2014, 44,
771–777. [CrossRef]

16. Boparai, K.S.; Singh, R.; Singh, H. Experimental investigations for development of Nylon6-Al-Al2O3 alternative FDM filament.
Rapid Prototyp. J. 2016, 22, 217–224. [CrossRef]

17. Liu, Z.; Lei, Q.; Xing, S. Mechanical characteristics of wood, ceramic, metal and carbon fiber-based PLA composites fabricated by
FDM. J. Mater. Res. Technol. 2019, 8, 3741–3751. [CrossRef]

18. Schaffer, G.; Hall, B.; Bonner, S.; Huo, S.; Sercombe, T. The effect of the atmosphere and the role of pore filling on the sintering of
aluminium. Acta Mater. 2006, 54, 131–138. [CrossRef]

19. Schaffer, G.; Huo, S. On development of sintered 7xxxseries aluminium alloys. Powder Met. 1999, 42, 219–226. [CrossRef]
20. Showaiter, N.; Youseffi, M. Compaction, sintering and mechanical properties of elemental 6061 Al powder with and without

sintering aids. Mater. Des. 2007, 29, 752–762. [CrossRef]
21. Sousa, B.; Walde, C.; Champagne, J.V.; Nardi, A.; Sisson, J.R.; Cote, D. Rapidly Solidified Gas-Atomized Aluminum Alloys

Compared with Conventionally Cast Counterparts: Implications for Cold Spray Materials Consolidation. Coatings 2020, 10, 1035.
[CrossRef]

22. Tiryakioğlu, M.; Robinson, J.S.; Salazar-Guapuriche, M.A.; Zhao, Y.Y.; Eason, P.D. Hardness–strength relationships in the
aluminum alloy 7010. Mater. Sci. Eng. A 2015, 631, 196–200. [CrossRef]

23. German, R.M. Sintering Theory and Practice; Wiley-VCH: Hoboken, NJ, USA, 1996.
24. Schaffer, G.; Yao, J.-Y.; Bonner, S.; Crossin, E.; Pas, S.; Hill, A. The effect of tin and nitrogen on liquid phase sintering of

Al–Cu–Mg–Si alloys. Acta Mater. 2008, 56, 2615–2624. [CrossRef]
25. German, R.M.; Suri, P.; Park, S.J. Review: Liquid phase sintering. J. Mater. Sci. 2008, 44, 1–39. [CrossRef]

http://doi.org/10.1016/j.matchar.2008.12.012
http://doi.org/10.1016/j.matdes.2011.05.040
http://doi.org/10.1016/j.matdes.2010.12.047
http://doi.org/10.1016/j.jmrt.2019.08.055
http://doi.org/10.1016/j.compositesb.2013.08.013
http://doi.org/10.1016/j.jmatprotec.2013.05.012
http://doi.org/10.1016/j.compositesb.2013.05.012
http://doi.org/10.1016/j.matdes.2016.07.086
http://doi.org/10.1038/nature23894
http://doi.org/10.1016/S1875-5372(16)60006-1
http://doi.org/10.1016/j.jmapro.2015.11.002
http://doi.org/10.1007/s11837-015-1367-y
http://doi.org/10.1016/j.proeng.2013.08.275
http://doi.org/10.1108/01445150510626451
http://doi.org/10.1007/s11664-014-3425-6
http://doi.org/10.1108/RPJ-04-2014-0052
http://doi.org/10.1016/j.jmrt.2019.06.034
http://doi.org/10.1016/j.actamat.2005.08.032
http://doi.org/10.1179/003258999665558
http://doi.org/10.1016/j.matdes.2007.01.027
http://doi.org/10.3390/coatings10111035
http://doi.org/10.1016/j.msea.2015.02.049
http://doi.org/10.1016/j.actamat.2008.01.047
http://doi.org/10.1007/s10853-008-3008-0


Materials 2022, 15, 1340 17 of 17

26. Pieczonka, T.; Kazior, J.; Szewczyk-Nykiel, A.; Hebda, M.; Nykiel, M. Effect of atmosphere on sintering of Alumix 431D powder.
Powder Met. 2012, 55, 354–360. [CrossRef]

27. Wang, T.; Huang, Y.; Yang, L.; Ma, Y.; Liu, C.; Wu, L.; Yan, H.; Zhao, X.; Liu, W. Microstructure and mechanical properties of 7055
Al alloy prepared under different sintering conditions using powder by-products. Mater. Sci. Eng. A 2020, 805, 140562. [CrossRef]

28. Kang, S.-J. Liquid phase sintering. In Sintering of Advanced Materials; Woodhead Publishing: Cambridge, UK, 2010; pp. 110–129.
29. Liu, Z.; Sercombe, T.; Schaffer, G. The Effect of Particle Shape on the Sintering of Aluminum. Met. Mater. Trans. A 2007, 38,

1351–1357. [CrossRef]
30. Lumley, R.N.; Sercombe, T.B.; Schaffer, G.M. Surface oxide and the role of magnesium during the sintering of aluminum. Met.

Mater. Trans. A 1999, 30, 457–463. [CrossRef]
31. Li, C.; Zeng, S.; Chen, Z.; Cheng, N.; Chen, T. First-principles calculations of elastic and thermodynamic properties of the four

main intermetallic phases in Al–Zn–Mg–Cu alloys. Comput. Mater. Sci. 2014, 93, 210–220. [CrossRef]
32. Wen, H.; Topping, T.D.; Isheim, D.; Seidman, D.N.; Lavernia, E.J. Strengthening mechanisms in a high-strength bulk nanostruc-

tured Cu–Zn–Al alloy processed via cryomilling and spark plasma sintering. Acta Mater. 2013, 61, 2769–2782. [CrossRef]
33. Oko, O.E.; Mbakaan, C.; Barki, E. Experimental investigation of the effect of processing parameters on densification, microstructure

and hardness of selective laser melted 7075 aluminium alloy. Mater. Res. Express 2020, 7, 036512. [CrossRef]
34. Naser, T.S.B.; Krallics, G. Mechanical Behavior of Multiple-forged Al 7075 Aluminum Alloy. Acta Polytech. Hung. 2014, 11, 103.

[CrossRef]
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