Direct Ink Writing of Complex 3D Structures from Titanium Alloy

Erick Bandala, Naima Valentin, Weijian Hua, Kellen Mitchell, Ashish Kasar, Dr. Yifel Jin, and Dr. Pradeep Menezes
Mechanical Engineering Department

University of Nevada, Reno University of Nevada Reno, Reno, NV 89557
y
BACKGROUND SINTERING PROCESS AND MECHANICAL PROPERTIES DIRECT INK WRITING OF INCLINED TUBES
Titanium (Ti) alloys are used In aerospace and biomedical industries due to their low cost and — .
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