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Abstract 

Humans have attempted to replace missing teeth with root form implants for more than 4000 years using bamboo, 
ivory, shells or precious metals. Nowadays, a typical dental implant consists of a screw made of commercially pure 
titanium, cp-Ti, with a roughened surface to improve the osteointegration. Titanium and its alloys are successful metallic 
biomaterials for dental implants because of their biocompatibility, corrosion resistance, fatigue strength and a relatively 
low elastic modulus to minimize “stress shielding” and osteopenia. 
Dental implants are manufactured by conventional subtractive methods, which show a set of inconveniences: titanium 
has low machinability; loss of high cost material during machining; and the geometrical limitation for the shapes of the 
dental implants achieved by subtractive methods. Nevertheless, Rapid Prototyping based on Laser Cladding (RPLC) can 
become a solution to manufacture advanced pure titanium dental implants tailored to the patient, with new geometries 
to improve the osteointegration and with enhanced microstructures/mechanical properties for a better performance. 
This study is an initial analysis to produce pure titanium parts by RPLC as dental implants. RPLC is employed to generate 
simple 3D geometries using cp-Ti powder as precursor material. The parts generated are studied to determine the 
properties related to a good fixation of the implant and the osteointegration: elastic modulus is analyzed by 
nanoindentation; surface roughness is measured by optical interferometry; and wettability by means of contact angle 
technique. 
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1. Introduction 

In the biomedical field, dental implants have the function of restoring one or more teeth and they are 
extremely important to recover the health of the mouth and to improve the quality of patient life (Oshida et 
al., 2010). Dental implants are subject to highly demanding working conditions: they have to bear the 
pressures of chewing; must have high hardness, wear resistance and fatigue strength. They have to be 
biocompatible and must have a high resistance to corrosion in an environment with wide variations of acidity 
and temperature. Moreover, a good osseointegration is critical for implant stability and for long-term clinical 
success of the dental implant (Shalabi et al., 2006). 

Humans have attempted to replace missing teeth with root form implants for more than 4000 years using 
bamboo, ivory, shells or precious metals. Nowadays, a typical dental implant consists of a screw made of 
commercially pure titanium, cp-Ti, with a roughened surface to improve the osteointegration (Shalabi et al., 
2006, Le Guéhennec et al., 2007, Oshida et al., 2010, Rosales-Leal et al., 2010, Shibata et al., 2015a). 
Titanium and its alloys are successful metallic biomaterials for dental implants because of their 
biocompatibility, corrosion resistance, fatigue strength and a relatively low elastic modulus to minimize 
stress shielding and osteopenia (Shibata et al. 2015b). 

Dental implants are manufactured by conventional subtractive methods, which show a set of 
inconveniences: titanium has low machinability; loss of high cost material during machining; and the 
geometrical limitation for the shapes of the dental implants achieved by subtractive methods, Mangano et 
al., 2014. Nevertheless, Rapid Prototyping based on Laser Cladding (RPLC) can become a solution to 
manufacture advanced pure titanium dental implants tailored to the patient, with new geometries to 
improve the osteointegration and with enhanced microstructures/mechanical properties for a better 
performance (Krishna Balla et al., 2007, Naveed Ahsan et al., 2011). 

Rapid Prototyping based on Laser Cladding (RPLC) is an additive manufacturing process based on the 
overlap of layers of material, one above the others, to produce metallic or ceramic functional components. 
This manufacturing process can be applied to any material which can be melted and it can allow the 
production of tailored parts for multiple purposes. The last years, the interest in Laser Cladding has increased 
and is progressively considered for research in the biomaterials field: the surface treatment approach 
conducted to calcium phosphate and bioactive glass coatings on Ti6Al4V alloy (Lusquiños et al., 2001, 2003 
and 2005, Comesaña et al., 2010). It is also possible to find works of Rapid Prototyping based on Laser 
Cladding for processing three-dimensional bioceramics, calcium phosphate parts and bioactive glass 
(Lusquiños et al., 2015, Comesaña et al., 2011a and 2011b) and for processing metallic biomaterials, like 
CoCrMo (España et al. 2010); titanium alloy (Ti6Al4V) (Dinda et al., 2010, Naveed Ahsan et al. 2011); or cp-Ti, 
(Arias-González et al., 2013 and 2014, Meacock et al. 2007, Krishna Balla et al., 2007). 

The capability of producing dense 3D geometries of pure titanium by Rapid Prototyping Based on Laser 
Cladding, keeping all the process parameters constant, were studied in a previous work by our group (Arias-
González et al., 2013 and 2014). The research work here presented is an initial analysis to produce pure 
titanium parts by RPLC as dental implants. RPLC is employed to generate simple 3D geometries using cp-Ti 
powder as precursor material. The parts generated are studied to measure some properties related to a 
good fixation of the implant and the osteointegration: elastic modulus (Shibata et al. 2015b) is analyzed by 
nanoindentation; surface roughness (Shalabi et al., 2006, Le Guéhennec et al., 2007, Rosales-Leal et al., 
2010, Shibata et al., 2015a) is studied by optical interferometry; and wettability (Rupp et al. 2014, Gittens et 
al., 2014) is determined by the measured of the contact angle by means of the sessile drop technique. 



  

2. Materials and methods 

The laser cladding by powder flow technique was selected to produce pure titanium parts, see Fig. 1. A 
fiber laser is focused initially on the substrate surface by a lens of 120 mm of focal length. A power of 100 W 
is delivered, in continuous mode, to generate the molten pool.  

The precursor material selected is cp-Ti grade 4 powder with a particle size between 75 and 180 m (see 
Fig. 2), which is carried by inert gas (Argon) and blown to the molten pool at a fixed rate: 7.5 mg/s. The 
powder material is melted and distributed layer by layer over the partly built sample. This heated material 
solidifies in an inert atmosphere when the laser beam goes on sweeping a path leaving the interaction zone.  

The metallic substrate moves at 5 mm/s with regard to the laser beam and particle injector, generating 
the first clad. When it reaches the end, the substrate is moved down one step (50 µm) and starts the 
movement in the opposite direction to create a new overlaid clad. This sequence of movements is 
performed continuously in a loop and a sample of several millimeters in height is built, layer by layer. The 

samples were generated by depositing 400 layers continuously with a step between layers of 50 m. 
The samples were cut, embedded in epoxy resin and polished to examine the cross-section of the built 

part. The microstructure and local elemental composition were studied via scanning electron microscopy 
(SEM, Philips XL-30) and an energy dispersive X-ray spectroscope coupled to the microscope (EDS, EDAX 
PV9760). The Young´s modulus was analyzed by nanoindentation (Nanoindenter NanoXP). The surface 
roughness was measured on the lateral of the built part using a non-contact optical profiling system (Wyko-
NT1100). Static water contact angle measurements were carried out by a water contact meter (Pocket 
Goniometer PG2). 

 

 

Fig. 1. Sketch of Rapid Prototyping based on Laser Cladding technique with side particle injection. 



  

 

Fig. 2. Particles of cp-Ti grade 4 with a size between 75 and 180 µm. 

3. Results and discussion 

3.1. Microstructure and elemental composition 

The samples generated are dense thin parts with transverse dimensions below 1mm, see Fig. 3. To 
generate a part using Rapid Prototyping Based on Laser Cladding technique, it is crucial a fine control of the 
layer vertical dimensions. If the vertical relative movement between the substrate and the laser system is 
too much, the focus point of the laser beam will separate from the surface of the part, layer by layer. The 
result is a laser beam unfocused on the surface of the part and a misalignment between the flow of powder 
and the molten pool. The vertical step between layers (50 µm) is the optimum for the selected process 
parameters. 
 

 

Fig. 3. SEM micrograph of the cross-section of the sample generated by RPLC. 



  

 

Fig. 4. Left, SEM micrograph showing the microstructure in the cross-section of the samples. Right, EDS study to determine the 

elemental composition of the samples. 

The microstructure of the samples is fine acicular, see Fig. 4 (left), obtained as a result of the rapid cooling 
of titanium from a temperature above the β-transus temperature (882 ºC). The study via EDS, see Fig. 4 
(right), shows the elemental composition of the part is pure titanium. 

3.2. Young´s modulus  

The Young´s modulus of the part was analyzed by nanoindentation, see Fig. 5. A mean value of  
113 ± 6 GPa was measured. The literature reports the Young´s modulus of cp-Ti grade 4 to be about  
100-120 GPa (Leyens and Manfred, 2003). The value obtained in the parts generated by RPLC is similar to 
the elastic modulus of cp-Ti grade 4 and it is relatively low compared to other metallic biomaterials. 

 

 

Fig. 5. Young´s modulus values at different depth obtained by nanoindentation in a polished cross-section of a part. 



  

The Young´s modulus of the sample is still higher than the Young´s modulus of the bone, that is between 
0.5 GPa and 20 GPa (Shibata et al., 2015b). However, the RPLC technique can be used to produce roughened 
or porous implants and increase the contact area between newly formed bone and the titanium implant. 
This is a solution to minimize stress shielding and osteopenia produced by the higher Young´s modulus of  
cp-Ti. 

3.3. Surface roughness 

The surface roughness was measured on the lateral of the sample, see Fig.6. The mean surface roughness 
(Ra) is 20.84 µm. The surface roughness observed is caused by three factors. Firstly, partially molten 
particles; secondly, a waviness with an oblique direction and a period in the order of millimeters, which is 
related with the angle of the particle injector; finally, it appears a waviness parallel to the horizontal and a 
period in the order of the step size, which is produced by the layer overlapping. 

Different methods have been proposed to create a rough surface on dental implant: plasma-spraying, 
sand-blasting, acid etching, etc. (Le Guéhennec et al., 2005, Rosales-Leal et al., 2010). However, the surface 
roughness of the titanium sample manufactured by RPLC is higher than the obtained by the other proposed 
methods. A rougher implant has more available surface area, which leads to an increase in the cell adhesion 
(Rosales-Leal et al., 2010). It also has been reported a positive relationship between bone-to-implant contact 
and surface roughness (Shalabi et al., 2006). 

 

 

Fig. 6. Topography in the lateral of the sample measured by means of optical profilometry. 



  

3.4. Wettability 

The wettability was studied by depositing a drop of MiliQ water on the lateral of the sample and the 
contact angle was measured, see Fig.7. The mean contact angle determined by independent measurements 
is 48°±1°. It is known that surface roughness has a relevant effect on the contact angle; a greater surface 
area ratio increases the wettability for hydrophilic materials. The conducted analysis demonstrates that the 
surface is hydrophilic, which is adequate for dental implants. Hydrophilicity stimulates the integration of 
tissue with the implant, favors wound healing and early osseointegration (Rupp et al., 2014, Gittens et al., 
2014). 

 

 

Fig. 7. Contact angle measured by sessile drop technique in the lateral of the sample. 

4. Conclusions 

The conclusions of this work are summarized as follows: 

 The application of Rapid Prototyping based on Laser Cladding to generate dense pure titanium 
samples is a promising technique to create a new generation of cp-Ti dental implants. 

 Young´s modulus of the dense pure titanium parts generated is similar to cp-Ti grade 4 (the most 
widely used material in dental implants). Despite it is higher than the Young´s modulus of the bone, 
RPLC is not limited to the generation of dense samples. The technique can be used to produce a 
new generation roughened or porous implants, increasing the contact area between newly formed 
bone and the titanium implant to reduce stress shielding. 

 The mean surface roughness of the RPLC samples is relatively high, which is desirable to increase 
the available surface area and the cell adhesion. The mean surface roughness surpass the obtained 
by the present post-processing methods employed to produce rougher dental implants. 

 The lateral surface of the samples is hydrophilic and adequate for dental implants to favor wound 
healing and early osseointegration. 



  

Acknowledgements 

This work was partially funded by the European Union Cross-border cooperation program (Project 

MARMED - 2011- 1/164), the Spanish Government and FEDER (CICYT MAT2006-10481), Xunta de 

Galicia (CN2012/292, POS-A/2013/161) and the University of Vigo (Research Grant F. Arias-González). 

Technical staff of CACTI (University of Vigo) is gratefully acknowledged. 

References 

Arias-González, F., del Val, J., Comesaña, R., Lusquiños, F., Quintero, F., Riveiro, A., Boutinguiza, M., Pou, J., 2013. Processing of pure 

titanium by Rapid Prototyping Based on Laser Cladding, Proceedings of SPIE – The International Society for Optical Engineering, 

8785, 878546. 

Arias-González, F., del Val, J., Comesaña, R., Penide, J., Lusquiños, F., Quintero, F., Riveiro, A., Boutinguiza, M., Pou, J., 2014. Sub-

milimetric titanium parts generated by rapid prototyping based on laser cladding, ICALEO Conference Proceedings, Paper #P125. 

Comesaña, R., Quintero, F., Lusquiños, F., Pascual, M.J., Boutinguiza, M., Durán, A., Pou, J., 2010. Laser cladding of bioactive glass 

coatings. Acta Biomaterialia, 6, 953-961. 

Comesaña, R., Lusquiños, F., del Val, J., Malot, T., López-Álvarez, M., Riveiro, A., Quintero, F., Boutinguiza, M., Aubry, P., De Carlos, 

A., Pou, J., 2011. Calcium phosphate grafts produced by rapid prototyping based on laser cladding. Journal of the European 

Ceramic Society, 31, 29-41. 

Comesaña, R., Lusquiños, F., del Val, J., López-Álvarez, M., Quintero, F., Riveiro, A., Boutinguiza, M., De Carlos, A., Jones, JR., Hill, 

RG., Pou, J., 2011. Three-dimensional bioactive glass implants fabricated by rapid prototyping based on CO2 laser cladding. Acta 

Biomaterialia, 7, 3476-3487. 

Dinda, G.P., Song, L., Mazumder, J., 2008. Fabrication of Ti-6Al-4V Scaffolds by Direct Metal Deposition, Metallurgical and Materials 

Transactions A, 39 (12), 2914-2922. 

España, F.A., Krishna Balla, V., Bose, S., Bandyopadhyay, A., 2010. Design and fabrication of CoCrMo alloy based novel structures for 

load bearing implants using laser engineered net shaping, Materials Science and Enginering C, 30, 50-57. 

Gittens, R. A., Scheideler, L., Frank, R., Hyzy, S. L., Geis-Gerstorfer, J., Schwartz, Z., Boyan, B. D., 2014. A review on the wettability of 

dental implant surfaces II: Biological and clinical aspects, Acta Biomaterialia, 10, 2907-2918. 

Oshida, Y., Tuna, E. B., Aktören, O., Gençay, K., 2010. Dental implant systems, International Journal of Molecular Sciences, 11, 1580-

1678. 

Krishna Balla, V., Bose, S., Bandyopadhyay, A., 2007. Low stiffness porous Ti structures for load-bearing implants, Acta Biomaterialia, 

3, 997-1006. 

Le Guéhennec, L., Soueidan, A., Layrolle, P., Amouriq, Y., 2007. Surface treatments of titanium dental implants for rapid 

osseointegration, Dental Materials, 23, 844-854.   

Leyens C., Manfred P., 2003. Titanium and Titanium Alloys: Fundamentals and Applications, Wiley-VCH Verlag, Weinheim, Germany, 

pp. 513. 
Lusquiños, F., Pou, J., Arias, J.L., Boutinguiza, M., Pérez-Amor, M., León, B., Driessens, F.C.M., 2001. Production of calcium 

phosphate coatings on Ti6Al4V obtained by Nd:yttrium-aluminum-garnet laser cladding. J Appl Phys, 90, 4231-6. 

Lusquiños, F, De Carlos, A, Pou, J, Arias, JL, Boutinguiza, M, León, B, Pérez-Amor, M, Driessens, FCM, Hing, K, Gibson, I, Best, S, 

Bonfield, W., 2003. Calcium phosphate coatings obtained by Nd:YAG laser cladding: physico-chemical and biological properties. J 

Biomed Mater Res, 64A, 630-637. 

Lusquiños, F., Pou, J., Boutinguiza, M., Quintero, F., Soto, R., León, B., Pérez-Amor, M., 2005. Main characteristics of calcium 

phosphate coatings obtained by laser cladding. Applied Surface Science, 247, 486-492. 

Lusquiños, F., del Val, J., Arias-González, F., Comesaña, R., Quintero, F., Riveiro, A., Boutinguiza, M., Jones, J. R., Hill, R. G., Pou, J., 

2014. Bioceramic 3D implants produced by laser assisted additive manufacturing, Phsysics Procedia, 56, 309-316. 

Mangano, F., Chambrone, L., van Noort, R., Miller, C., Hatton, P., Mangano, C., 2014. Direct Metal Laser Sintering Titanium Dental 

Implants: A Review of the Current Literature, International Journal of Biomaterials, 2014, 461534. 

Meacock, C., Vilar, R., 2008. Laser powder microdeposition of CP2 Titanium, Materials & Design, 29, 353-361. 

Naveed Ahsan, M., Paul, C.P., Kukreja, L.M., Pinerton, A.J., 2011. Porous structures fabrication by continuous and pulsed laser metal 

deposition for biomedical applications; modelling and experimental investigation, Journal of Materials Processing Technology, 211, 

602-609. 

Rosales-Leal, J. I., Rodríguez-Valverde, M. A., Mazzaglia, G., Ramón-Torregrosa, P. J., Díaz-Rodríguez, L., García-Martínez, O., 

Vallecillo-Capilla, M., Ruiz, C., Cabrerizo-Vilchez, M. A., 2010. Effect of roughness, wettability and morphology of engineered 

titanium surfaces on osteoblast-like cell adhesion, Colloids and Surfaces A: Physicochemical and Engineering Aspects, 365, 222-

229. 

Rupp, F., Gittens, R. A., Scheideler, L., Hyzy S. L., Marmur, A., Boyan, B. D., Schwartz, Z., Geis-Gerstorfer, J., 2014. A review on the 

wettability of dental implant surfaces I: Theoretical and experimental aspects, Acta Biomaterialia, 10, 2894-2906.  



  

Shalabi, M. M., Gortemaker, A., Van’tHof, M. A., Jansen, J. A., and Creugers, N. H. J., 2006. Implant surface roughness and bone 

healing: a systematic review, Journal of Dental Research, 85 (6), 496–500. 

Shibata, Y., Tanimoto Y., 2015. A review of improved fixation methods for dental implants. Part I: Surface optimization for rapid 

osseointegration, Journal of Prosthodontic Research, 59, 20-33.  

Shibata, Y., Tanimoto Y., Maruyama, N., Nagakura, M., 2015. A review of improved fixation methods for dental implants. Part II: 

Biomechanical integrity at bone-implant interface, Journal of Prosthodontic Research, 59, 84-95. 

 


