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Abstract: The present study shows the effect of Nb on a Ti matrix to fabricate composites via the
conventional powder metallurgy for medical applications. Ti powder mixture compacts with different
Nb contents were obtained from the conventional pressing and sintering technique. The sintering
behavior was evaluated using the dilatometry technique, and the microstructure was studied using
scanning electron microscopy (SEM) and X-ray diffraction (XDR). The mechanical properties were
obtained from simple compression tests, and the corrosion resistance was determined from a standard
three-electrode arrangement in Hank’s solution. The results showed that the Nb in the Ti matrix
limits the evolution of sintering depending on the Nb content. Nb slightly accelerates the phase
transition temperature. The microstructure and X-rays revealed that biphasic α + β-Ti structures can
be obtained, in addition to retaining the β-Ti phase and forming the martensitic phases α′ and α′′ of
Ti. Likewise, the mechanical behavior showed a Young’s modulus of 10–45 GPa, which is close to that
reported for human bones. Furthermore, the circuit analysis revealed that the Ti-Nb sintered systems
were conditioned by the surface oxide layer and that the oxide layer formed within the residual pores
of the sintering process. Finally, it was demonstrated that adding Nb to the Ti matrix increases the
corrosion resistance and that contents close to 15 wt.% of this element have the best results.

Keywords: sintering; Ti alloys; mechanical properties; corrosion; biomedical applications

1. Introduction

Recent research on metallic biomaterials has focused on Ti-based alloys composed of
nontoxic elements such as Nb, Ta, Mo, Hf, and Zr to overcome the problems generated
by the release of toxic metal ions in long-term implants [1,2]. There are several problems
in addition to toxicity, one of which is the stress shielding phenomenon, which is defined
as insufficient loading of the bone due to the difference in elastic modulus between the
artificial device and adjacent bone tissues [3,4].

The ideal material or combination of materials for an implant should have, among
others, the following properties: biocompatible chemical composition, good corrosion
resistance, mechanical strength similar to that of human bones, low modulus to minimize
bone resorption and a high wear resistance to minimize waste generation [5,6]. Additionally,
the Ti-6Al-4V alloy has raised concerns due to the release of aluminum (Al) and vanadium
(V) ions, which can be harmful to cells and tissues in the long term [7,8]. Therefore, it is
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necessary to develop Ti-based components with low elastic moduli and optimum strength
for medical use.

Titanium is an excellent metallic material due to its combination of properties, such
as low density, relatively low modulus, excellent biocompatibility and good corrosion
resistance [9,10]. New Ti alloys containing Nb, Ta, Mo and Zr have been developed for
biomedical applications [11–13]; these alloys possess low moduli in the range of 55–85 GPa,
which are higher than those reported for human bones (10–28 GPa) [3,14]. Porous materials
generate a three-dimensional matrix of interconnected porosity, and porosity is necessary
for bone fixation and growth [15,16]. The conventional powder metallurgy technique
(PM) [17] has been shown to help in obtaining pieces with interparticle porosity by con-
trolling the particle size and sintering temperature [18]. In spark plasma sintering (SPS),
the control of porosity and mechanical properties is more complicated than with the PM
technique [19]. Additionally, the porosity favors obtaining a low Young’s modulus close to
that of human bone [14,20].

There are several considerations for the design of Ti compounds for use in biomedical
applications, among which are the microstructure, mainly the stabilization of the β-Ti
phase, which favors a reduction in the Young’s modulus [20,21]. Likewise, the β-Ti phase
has been shown to have better performance against corrosion and wear than the α and
α + β Ti alloys [22]. In Ti alloys, increasing alloying elements such as Nb, Zr, Cr, V,
and Sn under certain cooling conditions can develop martensitic microstructures. The
microstructure of Ti alloys largely depends on β-stabilizing elements. The β-Ti phase
proceeds to decompose into two different types of martensite during the cooling process,
from β→ α′′ (orthorhombic) and from β→ α′ (hcp) [23,24]. These two types of martensite
are considered the most important phases of Ti alloys because they possess super elastic
properties that are ideal for applications in the biomedicine field [25].

Nb is an element that promotes the stabilization of the β-Ti phase and, in addition,
reduces the Young’s modulus to a value similar to that of human bone [26]. There are alloys
of Ti with Nb that have low moduli when the β phase is stabilized, and a low concentration
of Nb increases the probability of obtaining the α′-Ti martensitic phase [27,28], which has
properties such as shape memory. In addition, Nb also promises to be a good element that,
in combination with Ti alloys, promotes corrosion resistance [29,30] due to the formation of
N2O5 oxide layers [31,32]. Finally, Nb is also used to replace vanadium (V) and aluminum
(Al) in Ti alloys, which are potentially cytotoxic to the human body [33].

The present investigation shows the effects of adding Nb to the Ti matrix in parts
manufactured by the powder metallurgy technique. A dilatometry study was conducted
to observe the behavior of the Ti-xNb system during sintering. The microstructure was
identified via X-ray diffraction (XRD) and scanning electron microscopy (SEM). Finally, the
mechanical properties were obtained from simple compression tests.

2. Experimental Procedure
2.1. Sample Preparation

Ti metallic powders with particle sizes of less than 20 µm (d50 = 10.12 µm) and Nb
powders with particle sizes of less than 100 µm (d50 = 34.05 µm) were obtained from
Raymor, Boisbriand, QC, Canada and Sigma-Aldrich Co., St. Louis, MO, USA, Figure 1a
and Figure 1b, respectively. Mixing of Ti with proportions of 5, 10, 15 and 20 wt.% Nb
was carried out, and the mixture was bound to polyvinyl alcohol (PVA) [20]. The mixture
was uniaxially compacted with a cylindrical steel die of 6 mm diameter with a pressure of
450 MPa.

2.2. Sintering Process

To eliminate the PVA, the specimen was first heated to 500 ◦C for 1800 s (30 min), and
then the final sintering was carried out in a Lienseis L75V vertical dilatometer (Linseis,
Robbinsville, NJ, USA) at 1260 ◦C with a heating rate of 0.416 ◦C/s (25 ◦C/min), which
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was maintained for 3600 s (1 h), followed by cooling at a rate of 0.416 ◦C/s (25 ◦C/min).
Both cycles were performed in a controlled argon atmosphere.
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Figure 1. SEM images of (a) Ti and (b) Nb powders used for sample preparation.

2.3. Material Characterization

The sintered samples were prepared metallographically by roughing on silicon car-
bide (SiC) paper and polishing with alumina to a mirror finish. The microstructure was
observed using a Tescan MIRA 3 LMU scanning electron microscope (FE-SEM TESCAN
ORSAY HOLDING, a.s., Brno-Kohoutovice, Czech Republic). The diffraction patterns were
obtained with a Bruker Siemens D500 diffractometer with an energy of 30 kV and a current
of 30 mA at 2θ intervals of 30–80◦.

2.4. Compression Tests

Simple uniaxial compression tests were carried out according to the ASTM D695-02 [34]
standard with a head speed of 0.5 mm/min with an INSNTRON 1150 universal testing
machine on cylindrical specimens with dimensions of 6 mm × 6 mm (height and diameter,
respectively) at room temperature. The elastic moduli (E) were estimated from the stress-
strain curves in the elastic zone after correction of the real data obtained.

2.5. Corrosion Test

To evaluate corrosion resistance, a standard three-electrode arrangement was used
under the ASTM G3 standard [35], and the sintered samples were exposed to an electrolyte
based on Hank’s solution (HS) provided by Sigma Aldrich [25]. The tests were performed
at an open circuit potential (OCP) for a 3000 s stay, and then a cathodic potential of −1.5 V
was applied for 300 s to eliminate possible oxides formed during the OCP tests. Next,
electrochemical impedance spectroscopy was evaluated with an amplitude from 10 mV
against OCP in a frequency range of −0.01 Hz–100,000 Hz. Finally, potentiodynamic tests
were performed from −0.3 V to 0.7 V with a saturated calomel electrode (SCE) and a scan
of 0.01 mV/s. All tests were carried out at room temperature.

3. Results and Discussion
3.1. Dilatometry Analysis

The dilatometry study was carried out using the densities derived from the geometric
dimensions and mass of the samples. Furthermore, the determination of the relative density
depended on both the mass and the instantaneous volume during the entire sintering
process, as dictated by the following equation:

D = ρi/ρT (1)
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where ρ represents the density and the subscripts i and T denote the instantaneous density
and the total density of the compound comprising the sample. ρT is obtained using the rule
of mixtures:

ρT = ρ1 f1 + ρ2 f2 (2)

where ρ is the density and f indicates the mass fraction of the corresponding element, and
the subscripts 1 and 2 represent the participating elements.

Furthermore, to obtain the instantaneous densification rate
.

D, it was estimated from
the following differential equation:

.
D =

d
.

Di
dti

(3)

where
.

D represents the instantaneous densification at time ti (s). More details on the
procedure to determine the values from the dilatometry data can be found elsewhere [36].

The densification of the Ti-xNb compacts was evaluated during the sintering process
(Figure 2). A graph of axial contraction as a function of time is presented, where it can be
seen that the process consists of three stages. I—Expansion of the system until a change
point indicates the beginning of sintering. II—A drop during heating to approximately
620 ◦C and a part of the isothermal process (1260 ◦C) indicate the axial contraction of the
piece, and a negative value indicates that the sample suffers a volume contraction due to
diffusion of the particles. III—Exponential behavior, where the contraction of the system
reaches a maximum diffusion and the piece has no appreciable changes in its dimensions.
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The addition of Nb to the pure Ti matrix generates significant changes in the final
contraction that range from 7.2% to 9.4%. The largest change is recorded for the sample
with a content of 5% Nb, and conversely, the smallest change occurs for the sample with
20% Nb. It can be seen that during the second stage of sintering, the pieces with 5–15% Nb
had a similar contraction until reaching the change in slope. This behavior could indicate
that sintering is carried out in almost the same way for these pieces, where there is more
continuous diffusion of Nb particles in the Ti matrix. On the other hand, the highest
percentage of Nb (20%) does not have a similarity with the aforementioned samples, which
indicates that sintering caused changes in the interparticle diffusion process.

Once the third stage is reached, the contraction of each of the Ti-Nb systems is different,
and the highest contraction is attributed to the lower content of Nb, which indicates that
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the diffusion of Nb in the Ti matrix increases with decreasing content [37]. As the Nb
concentration increases, the contraction decreases because the system begins to have a
saturation of the element without diffusing; subsequently, an asymptotic behavior occurs,
thus indicating that the sintering process is slightly slower after the end of the isothermal
cycle at approximately 950 ◦C.

Figure 2b shows the change in relative density as a function of sintering temperature.
The relative density tends to decrease as the Nb content increases. First, with pure Ti, a
higher density is maintained since its particles are smaller and have a similar geometry,
which allows better accommodation during compaction. Likewise, when Nb is added to
the system, the irregular geometry and large particles rearrange the matrix in a manner
that limits densification during the initial compaction process [38,39]. During heating,
there is a slight decrease in density due to thermal expansion, up to approximately 620 ◦C.
Likewise, when a temperature of 1260 ◦C is reached, the density increases until reaching the
maximum value of densification; finally, there is a slight additional increase in densification
due to thermal contraction during cooling [18].

The density changes are presented in Table 1. The final density of the compacts
after the sintering cycle increases due to the increase in the amount of Nb since it has a
density twice that of titanium (Nb = 8.57, Ti = 4.5 g/cm3). Similarly, the relative density
increases as the Nb content increases. Furthermore, after sintering, the relative density is
maintained without a significant change. This behavior could be related to the diffusion
of the Nb particles, where it decreases as the fraction of Nb in the Ti matrix increases [37],
which limits the reduction in the volume of the material by having a greater amount of Nb
without dissolving.

Table 1. Changes in the density after and before sintering.

Ti Ti-5Nb Ti-10Nb Ti-15Nb Ti-20Nb

Theoretical density (g/cm3) 4.5 4.70 4.90 5.11 5.31
Green density (g/cm3) 3.43 3.34 3.45 3.57 3.73

Sintered density (g/cm3) 4.27 4.13 4.26 4.37 4.41
Relative green density 0.762 0.724 0.730 0.738 0.750

Relative Sintered density 0.949 0.896 0.902 0.904 0.908
Contraction % 19.7 19.3 19.0 18.3 17.3

Figure 3 shows the densification rate as a function of temperature. There are several
changes in densification that can be associated with the phase transitions that occur in the
Ti-Nb system during continuous heating [40,41]. The first increase is registered at 613 ◦C,
566 ◦C and 622 ◦C for Ti, Ti-10Nb and Ti-20Nb, respectively, which is the starting point
of sintering. Subsequently, the changes present a reaction with oxygen, phase transitions
α→ β, and finally the complete transformation to the β-Ti phase [20].

An increase in the quantity of Nb particles in the Ti matrix slightly decreased the phase
transition temperature by approximately 3%, demonstrating that the addition of Nb favors
a phase change with temperature smaller than that presented by pure Ti [42]. This behavior
was also observed by Mi-Kyung Han via calorimetry tests [43]. Likewise, the change in
the transition temperature is less than 1% between both systems with Nb, which indicates
that the transformation temperature does not significantly change as the amount of Nb
increases up to 20 wt.%. Finally, the changes in the densification rate become more constant
as the Nb fraction increases; this could be because the system saturates quickly and the
β-Ti phase is more easily reached.

3.2. Microstructural Analysis

The microstructure obtained after sintering for the different Nb contents is presented
in Figure 4. Increasing the fraction of Nb in the Ti matrix also increased the amount of β-Ti
phase obtained (clear phase), and there were also β-Ti-rich zones around the remaining Nb
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particles (Figure 4a,b). As the amount of Nb increases in the system, diffusion becomes less
evident due to the saturation of Nb in the Ti matrix (Figure 4c,d).
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Increasing the amount of Nb slightly increased the porosity of the matrix (Figure 4d),
as described by Yunhui Chen et al. [44]. The residual porosity is favorable for a medical
implant to have a greater chance of success because the adjacent tissue can have a more
efficient anchorage [45].

Figure 5 shows the different magnifications used to observe the phases and morpholo-
gies that make up the microstructure of the sintered Ti-xNb pieces. It can be observed that
around the Nb particle, there is a high concentration of the β-Ti phase; in addition, there
are areas with the acicular α-Ti or α′-Ti phase (intercalated α and β lamellae). Figure 5b
shows how the Nb particle begins to have an oval shape and loses the straight edges
and original angles of these particles as the diffusion process occurs. More details of the
diffusion process can be found in [44].
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Figure 5. SEM images of the different sections of Ti-xNb samples with (a) 5 wt.% of Nb and (b–d) 15 wt.%
of Nb showing martensite formation.

Figure 5c,d show how the α-Ti phase delimits the grain boundaries. Furthermore,
within these phases, the martensitic α′′-Ti phase can be observed, which is characterized
by disordered needles, and this α′-Ti/α′′-Ti microstructure becomes more predominant
at 15% Nb or higher. The α′-Ti, α′′-Ti and β-Ti phases help to reduce the Young modulus
as well as the remaining porosity, which allows obtaining values close to those of human
bones in comparison to the Ti alloys fabricated by casting [20,22,26]. In addition, it has been
reported that the α′′-Ti phase can present shape memory and superelasticity properties,
which are favorable for medical applications [25].

It is possible that the formation of spontaneous oxides on the surface of these alloys
could generate a bioinert layer when interacting with human body fluids. The generation
of surface oxides could suppress the dissolution of Ti and Nb ions and, at the same
time, determine the tissue–implant interaction. Jue Liu [11,46] demonstrated that the
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presence of high Nb contents in Ti alloys favors the formation of apatite on the alloy surface.
Furthermore, the presence of pores would also benefit the nucleation of these components
in a human body fluid environment. The above results indicate that the presence of Nb
particles that do not diffuse in their entirety in this study could be beneficial for promoting
the apatite formation phenomena described above [47], in addition to increasing corrosion
resistance [30].

The XRD patterns of Ti and the studied series of Ti-xNb alloys are presented in Figure 6.
A complete α-Ti (hcp) structure is obtained for the Ti system without added Nb; once Nb is
added to the matrix, the crystal structure changes. When the Nb content is greater than or
less than 15 wt.%, a structure called α′-Ti (hexagonal) appears. It has been reported that
with the addition of β-stabilizing elements, the martensitic structure distorts the hexagonal
crystal structure [48,49]. When the Nb concentration is greater than 15 wt.%, the structure
is mainly α′′-Ti (orthorhombic), and the characteristic peaks of the α-Ti phase shift slightly
to the right [49] (Figure 6b).
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J. Zhang et al. [24] demonstrated that the transformation of the β-Ti phase is primarily
and preferably into α′′-Ti. Furthermore, D’yakonova et al. [50] showed that the transforma-
tion of the predominant β-Ti phase from temperatures above 1100 ◦C first decomposes into
the α′′-Ti phase in Ti-Nb alloys. According to those studies, there is a high likelihood that
with Nb concentrations favoring the stabilization of the β-Ti phase, where it predominates
at temperatures above 1000 ◦C, primarily biphasic structures of β + α′′ can be obtained.

In addition, when the amount of Nb exceeds 15 wt.%, the amount of β-Ti phase
is increasingly evident, and at the same time, the martensitic faces of α-Ti (α′, α′′) tend
to decrease with increasing Nb [51]. The manufactured samples have a biphasic α + β
structure where the β microstructure is the predominant phase [52,53]. The quantity
of remaining Nb particles is not detected in the diffraction patterns. Similar results are
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reported by Dapeng Zhao et al. [54], where the large Nb particles are not detected by XDR
when the sintering temperature is higher than 1100 ◦C. In this case, the interaction between
Nb and Ti is enough to stabilize the β-Ti phase with a body-centered cubic structure (BCC)
formed around the Nb particles. This formation of the β-Ti phase limits the detection of the
α-Nb phase, which also has a BCC structure.

3.3. Compression Analysis

The results of the compression test are presented in Figure 7a, and the Young’s moduli
are presented in Figure 7b. It can be observed that there is a decrease in the compressive
strength as the Nb content in the matrix increases; this behavior is mainly due to the
increase in the proportion of the β-Ti phase, where, in addition, the quantity of the α-Ti
phase decreases, as explained in Figures 4–6. Likewise, there is a greater ductility when
there is a greater proportion of Nb in the matrix, and we also remember that a higher %
of Nb increases the porosity of the system, which also favors a decrease in the mechanical
properties and increases ductility [55].
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When evaluating the elastic limit (Figure 7b), there is a decrease in the modulus
when Nb is added to the system. The increase in the modulus of the Ti-15Nb alloy is
due to a combination of several factors, and this increase can be caused by deformation
mechanisms, such as sliding, twinning and strain-induced transformations of the stabilized
β-Ti alloys [44,56]. In addition, the contents of the α′-Ti and α′′-Ti phases also affect
the elastic modulus; as the proportion of α′-Ti increases, the modulus tends to decrease
compared with that of the α phase of pure Ti, as is observed when comparing Ti with
Ti-5Nb and Ti-10Nb [57]. Likewise, it is possible that the unsolved Nb particles increased
the elastic modulus of Ti-10Nb and Ti-15Nb alloys. J.C. Wang [58–60] demonstrates that
unsolved particles have higher Young’s modulus values than those of the β phase of the
Ti-Nb matrix, resulting in higher Young’s moduli for Ti-Nb systems fabricated by powder
mixtures. Finally, there is again a decrease in the elastic modulus for Ti-20Nb, which may be
due to the high saturation of the β-Ti phase and the presence of greater porosity [20,43,44].

3.4. Electrochemical Behavior Study

The open circuit potential (OCP) curves of the Ti-xNb samples immersed in Hank’s
solution for 3000 s are shown in Figure 8. It can be observed that the specimens with
Nb concentrations of 5, 15 and 20 wt.% have a positive displacement tendency until a
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certain stability is reached. The trend of OCP values over time recorded for the Ti-Nb
samples moves towards more positive values, indicating improved corrosion resistance
performance. On the other hand, the sample with 10% by weight of Nb enters an anodic
zone and shifts towards negative potentials until it stabilizes in behavior. This behavior
suggests that a passive protective film formed on the surfaces of all the samples, remaining
stable after 3000 s immersed in Hank’s solution [61,62].
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Figure 9 shows the complementary Nyquist (Figure 9a) and Bode diagrams (Figure 9b)
of the studied samples. Figure 9a shows that the specimens have a semicircle, with the
Ti-15Nb electrode having the largest size, followed by the Ti-20Nb specimen. This suggests
that they present greater resistance to corrosion than do the samples with lower Nb contents.
According to the Bode diagram (Figure 9b), the specimens exhibit similar behavior at high
frequencies, while a different behavior is observed at low frequencies. The Ti-15Nb sample
exhibits superior corrosion resistance, as reflected by its higher impedance modulus |Z| at
low frequencies. Conversely, the Ti-20Nb sample displays lower corrosion resistance due
to its lower impedance modulus |Z| at low frequencies in comparison with Ti-15Nb [63].
This behavior can be explained by the porosity of the sample. Regarding the Bode plots,
it can be observed that their shape appears to be influenced by the behavior of two time
constants. This behavior is typically attributed to the formation of a passive layer on the
surface of the pores, where metal–electrolyte interactions occur [64].

The behavior of the Ti-xNb systems was compared with that of the equivalent electrical
circuit (CEE) to obtain the characteristic parameters of these tests, which are presented
in Table 2. The CEE is composed of corrosion resistance followed by two parallel time
constants. The first time constant considers the formation of an oxide on the surface of
the Ti-xNb samples, which is composed of the resistance of the surface oxide formed (Ro)
and the constant phase element (CP1) that considers the porosity obtained by the sintering
process of the samples. Currently, there is an oxide layer both on the exterior surface and
on the surface of the pores [65]. This is because oxide films have their own resistance or
capacitance depending on where they are located. The second time constant is found in
parallel and considers that the surface oxide layer may have greater corrosion resistance
than inside the pores, represented by an additional resistance Rp and a capacitor (C1), as
shown in Figure 9c. Similar models were used by Nikita Zaveri and A.C. Alves [61,63].
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Table 2. Equivalent electrical parameters obtained by fitting the experimental results of the Nyquist plots.

Sample χ2 Rs
(Ω·cm2)

CPE1-T
(F·cm−2·sn−1) CPE1-P Ro

(Ω·cm2)
C1

(F·cm−2)
Rp

(Ω·cm2)

Ti-5Nb 1.32 × 10−3 14.89 4.10 × 10−4 0.5557 5.65 6.68 × 10−6 18,730
Ti-10Nb 3.72 × 10−3 16.53 2.13 × 10−4 0.6716 15.89 8.93 × 10−6 60,737
Ti-15Nb 3.15 × 10−3 12.33 1.05 × 10−4 0.7763 294.6 3.19 × 10−6 47,541
Ti-20Nb 1.20 × 10−3 15.23 2.66 × 10−4 0.6338 8.22 6.52 × 10−6 83,251

Figure 10 shows the potentiodynamic polarization curves of the Ti-xNb samples. The
samples with Nb concentrations of 5, 10 and 15% present behaviors similar to each other,
with a slight change toward more positive values of Ecorr and lower values of Icorr. In
addition, it is clear that with a lower concentration of Nb, the corrosion process is most
stable in the anodic dissolution zone [30].

An increase in the amount of Nb (10 and 15 wt.%) favors corrosion resistance because
it presents a slightly lower Icorr than the other systems. By increasing the concentration
up to 20 wt.%, there is a significant change in the behavior of this system, where Ecorr
decreases compared to that of the other systems, from −0.20 V for Ti-10Nb to −0.38 V
for Ti-20Nb, as presented in Table 3. This indicates that the corrosion capacity of this
compound is diminished. The corrosion parameters are shown in Table 3. Compounds
with concentrations greater than 10 wt.% of Nb have better resistance to corrosion, where
15 wt.% of Nb is considered to be the most resistant [66].



Coatings 2024, 14, 897 12 of 15

Coatings 2024, 14, x FOR PEER REVIEW 13 of 17 
 

 

Ti-20Nb 1.20 × 10−03 15.23 2.66 × 10−4 0.6338 8.22 6.52 × 10−06 83,251 

Figure 10 shows the potentiodynamic polarization curves of the Ti-xNb samples. The 
samples with Nb concentrations of 5, 10 and 15% present behaviors similar to each other, 
with a slight change toward more positive values of Ecorr and lower values of Icorr. In 
addition, it is clear that with a lower concentration of Nb, the corrosion process is most 
stable in the anodic dissolution zone [30]. 

An increase in the amount of Nb (10 and 15 wt.%) favors corrosion resistance because 
it presents a slightly lower Icorr than the other systems. By increasing the concentration 
up to 20 wt.%, there is a significant change in the behavior of this system, where Ecorr 
decreases compared to that of the other systems, from −0.20 volts for Ti-10Nb to −0.38 
volts for Ti-20Nb, as presented in Table 3. This indicates that the corrosion capacity of this 
compound is diminished. The corrosion parameters are shown in Table 3. Compounds 
with concentrations greater than 10 wt.% of Nb have better resistance to corrosion, where 
15 wt.% of Nb is considered to be the most resistant [66]. 

 
Figure 10. Potentiodynamic polarization curves of all the samples in Hank’s solution. 

Table 3. Tafel analysis results for the Ti-xNb samples in Hank’s solution. 

 Ti-5Nb Ti-10Nb Ti-15Nb Ti-20Nb 
Ba (mV) 461.05 1053.9 234.17 1276.2 
Bc (mV) 273.31 272.31 285.73 307.08 

Icorr (µA/cm2) 4.7252 1.2475 0.7781 2.4642 
Ecorr (mV) −185.46 −201.98 −163.78 −386.15 

Corr Rate (µm/Y) 100.15 23.345 14.161 42.867 

The corrosion response improved with the addition of Nb and could be attributed 
again to the microstructure being rich in the β-Ti phase; this improved behavior is due to 
the surface oxides of Nb in the samples. Similar behavior was presented by R. Macias [29], 
where the addition of up to 20 wt.% Nb to Ti-Ta systems increased the corrosion re-
sistance. Additionally, the porosity of the sample significantly impacts its corrosion re-
sistance. This suggests that the surface pores and their geometry dictate how the material 
interacts with the electrolyte, potentially increasing its susceptibility to corrosion. 

  

Figure 10. Potentiodynamic polarization curves of all the samples in Hank’s solution.

Table 3. Tafel analysis results for the Ti-xNb samples in Hank’s solution.

Ti-5Nb Ti-10Nb Ti-15Nb Ti-20Nb

Ba (mV) 461.05 1053.9 234.17 1276.2
Bc (mV) 273.31 272.31 285.73 307.08

Icorr (µA/cm2) 4.7252 1.2475 0.7781 2.4642
Ecorr (mV) −185.46 −201.98 −163.78 −386.15

Corr Rate (µm/Y) 100.15 23.345 14.161 42.867

The corrosion response improved with the addition of Nb and could be attributed
again to the microstructure being rich in the β-Ti phase; this improved behavior is due to
the surface oxides of Nb in the samples. Similar behavior was presented by R. Macias [29],
where the addition of up to 20 wt.% Nb to Ti-Ta systems increased the corrosion resistance.
Additionally, the porosity of the sample significantly impacts its corrosion resistance. This
suggests that the surface pores and their geometry dictate how the material interacts with
the electrolyte, potentially increasing its susceptibility to corrosion.

4. Conclusions

Based on the results obtained from the manufacturing of the Ti-xNb samples, the
following conclusions can be drawn.

The dilatometry analysis showed that Nb affects the sintering behavior of the Ti matrix.
In addition, the density of Nb and the fraction of Nb in the Ti matrix tend to generate a
material with a lower relative density due to the increase in the porosity of the material
after the sintering process. Likewise, Nb reduces the phase transition temperature of Ti but
does not change the conditions with the addition of Nb up to 20 wt.%.

The characterization revealed that Nb stabilizes the β-Ti phase and at the same time
favors the formation of the martensitic α′-Ti phase and, from 15% by weight, the α′′-Ti
phase. The formation of these martensite phases occurs after a relatively accelerated cooling
in all samples, which occurs during the sintering process and Nb diffusion.

From the analysis of the mechanical behavior, it was determined that Nb significantly
reduced the compressive behavior of the Ti matrix; in addition, it generated more ductile
materials, although this can also be favored by the residual pores obtained after sintering.
The Young’s modulus also decreases compared to that of pure Ti, and at the same time,
this property depends on the α-Ti and β-Ti phases obtained during cooling. The resulting
value of the elastic modulus was lower than that of the materials manufactured by casting,
which reached 60–80 GPa.



Coatings 2024, 14, 897 13 of 15

Finally, the corrosion behavior indicated that the corrosion resistance could depend
more on the Ti phase present in the matrix than on the amount of alloying elements diffused
into it. The corrosion test revealed that the samples with 10 and 15% Nb particles are the
most promising because they are more resistant to the corrosion process, demonstrating that
the proposed compounds can be a good alternative to Ti alloys for use in the medical field.

This is why the generation of materials composed of nontoxic elements and manufac-
tured using the PM technique is a great alternative for obtaining parts that can be used in
the field of medicine.
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