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Abstract

Functionally graded WC-Co materials can be manufactured by controlling liquid phase migration or liquid redistribution during
liquid phase sintering. The driving force of liquid phase migration is liquid migration pressure P,, which depends on the solid particle
size d and the liquid phase volume fraction u. In this study, the effect of d on Py, has been studied experimentally for WC—Co system. The
results show that Py, is proportional to 1/d** which is different from previous postulation that Py, is proportional to 1/d. The reason for
this difference is that the previous postulation was based on the assumption that all the solid particles in a composite are mono-sized and
isometric-shaped, while in real WC—-Co composites WC particles usually have non-isometric shape and there is a wide particle size dis-
tribution. The dependence of Py, on both d and u has been quantitatively established, enabling the prediction of final Co composition

gradient in liquid-phase-sintered WC—Co composites.
© 2007 Elsevier Ltd. All rights reserved.
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1. Introduction

Functionally graded cemented tungsten carbide (WC-
Co) is a typical example of how the performance of engi-
neering components can be improved by fabricating the
material with a compositional gradient. For example, a
WC-Co material with cobalt content increasing from sur-
face to the interior of the bulk of the material would have
a good combination of wear resistance and fracture tough-
ness. However, the manufacture of WC-Co with graded
cobalt compositions is a difficult challenge, because the
cobalt phase will migrate during liquid phase sintering,
which results in a homogeneous cobalt distribution within
the material. It is known that during liquid phase sintering
liquid phase tends to flow from a region with a higher
liquid volume fraction and/or larger solid particles to a
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region with a lower liquid volume fraction and/or smaller
solid particles [1-6]. This phenomenon of the redistribution
of the liquid phase within the composite materials has been
termed liquid phase migration (LPM), and the driving
force of LPM is termed liquid migration pressure, P,
[1,2]. During liquid phase sintering, if P, is initially inho-
mogeneous within a composite material, the liquid phase
will flow from a region of low Py, to a region of high Py,.
In other words, the liquid migration pressure may also be
called imbibition pressure, according to its physical effect.
However, the term “liquid migration pressure’ is used in
this article to be consistent with the convention of this field.
Liquid phase migration or liquid phase redistribution does
not stop until P, reaches homogeneity everywhere within
the entire composite material.

Conceptually, it is widely recognized that the equilib-
rium distribution of liquid or the final composition gradi-
ent is determined by liquid migration pressure, which
depends on liquid volume fraction, solid particle size, and
other microstructural factors. Quantitatively, there have
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also been a number of published efforts on modeling the
dependence of the liquid migration pressure on these pri-
mary factors. However, none of the reported models to
date agrees satisfactorily with the experimental data. The
dependence of liquid migration pressure on average parti-
cle size in particular is still uncertain. In this study, the
effect of solid particle size on liquid migration pressure
was studied for the WC-Co system, through experimen-
tally examining the variation of the equilibrium liquid Co
partition between the two layers of liquid-phase-sintered
WC-Co bi-layers, with each layer having different WC par-
ticle sizes. Based on the experimental results, the depen-
dence of liquid migration pressure as a function of both
solid particle size and liquid volume fraction has been
established, enabling the prediction of the final Co gradient
in WC-Co system.

2. Models of the dependence of liquid migration pressure
on particle size and volume fraction

Fundamentally the driving force of liquid phase migra-
tion or liquid phase redistribution is attributed to the
reduction of the total interfacial energy of the system [4—
6]. Beere [4], Park and Yoon [5] and Delannay et al. [6] the-
oretically modeled the variation of total interfacial free
energy, F, as a function of four factors: liquid volume frac-
tion (u), solid particle size (d), interfacial energies of solid—
solid and solid-liquid interfaces (ys and yg), and particle
coordination (n.). The driving force of liquid phase migra-
tion, dF/dV; (where V; is liquid volume) was termed
“sphering force” by Park and Yoon [5], but liquid migra-
tion pressure by Lisovsky [1,2]. Throughout this paper,
the term “‘liquid migration pressure”, or P,,, will be used
to denote the driving force of liquid phase migration, since
it is logically relevant with liquid phase migration. Delan-
nay et al. [6] derived an analytical expression describing
the variation of liquid migration pressure as a function of
u, d, ys, s, and n.. The derivation was based on major
assumptions, including that the material is an ideal com-
posite system with mono-sized solid particles with the iso-
metric shape and uniformly distributed in a liquid phase
matrix. Unfortunately these assumptions are grossly differ-
ent from real material systems where particles are neither
uniform in size nor isometric in shape. There is also a lack
of experimental evidence for these models. Although it may
be possible, at least in principle, to quantitatively predict
liquid migration pressure for various real systems by mod-
ifying these theoretical models by taking into account the
distributions in particle size and shape within the real sys-
tems, the mathematical complexity and difficulty are
expected to be too large to be feasible. Therefore, the only
practical way to obtain the quantitative relationship
between the liquid migration pressure and the microstruc-
ture factors is to establish it experimentally.

For ideal composite systems with mono-sized and iso-
metric-shaped solid particles, liquid migration pressure
depends on the following five parameters, i.e., u, d, Vg,

71, and n. according to theoretical analysis by Delannay
et al. [6]. For real systems, the shape of particles and the
particle size distribution also affect the liquid migration
pressure. For any given real system, e.g., WC-Co, it can
be assumed that the interfacial energies (y¢ andyg) and
the shape and the size distribution of the particles are
constant. The average coordination number (n.) depends
on liquid volume fraction (u) and particle size (d). Thus the
number of the independent variables that determines the
liquid migration pressure of a system is reduced to 2:
the liquid volume fraction and the average particle size.
The effects of other parameters are implicitly taken into
account in the experimentally determined dependence of
liquid migration pressure as a function of liquid volume
fraction and particle size.

Lisovsky [1,2,7,8] experimentally studied the variation
of liquid migration pressure, P, as a function of liquid
volume fraction, u, for the WC-Co system. The liquid
migration pressures of WC—Co samples with various Co
contents were determined by measuring the radius of liquid
Co surface filled in a V-shaped capillary, and the following
empirical equation was obtained:

P = ko[(1/u— 1" = 1.41u)/d (1)

where P, is the liquid migration pressure, k; is a coeffi-
cient, u is liquid volume fraction, and d is solid particle
diameter. According to Eq. (1), Py, is predicted to diminish
when u = 0.61, which agrees with the experimental data of
the variation of P, with u for WC—-Co system [7,8]. How-
ever, as pointed out by Suresh and Mortensen [9], the
agreement of Eq. (1) with experiments featuring simulta-
neous variations in particle size and liquid volume fraction
is poor. In a recent study by the present authors [10], it was
also found that Eq. (1) has a poor agreement with experi-
mental data with respect to the variation of P, with solid
particle size, d. It was shown that the discrepancy between
the experimental value and the predicted cobalt content
could be as much as 100%. Needless to say, an improved
model with better accuracy is needed if the materials are
to be designed and manufactured with a minimum amount
of experiments.

In Eq. (1), because the dependence of P, on u (i.e.,
P oo [(1/u — 1)1/ * — 1.41u]) was experimentally established
over a wide range of u in Ref. [2], the relationship between
P, and u is considered satisfactory. The discrepancy
between Eq. (1) and experiments is attributed to the assump-
tion of the linear relationship between P, and 1/d . This
assumption may be valid in ideal composite systems in which
mono-sized and isometric-shaped solid particles are uni-
formly distributed in a liquid phase matrix, while in real
WC-Co composite materials there is a wide distribution in
WC size, and WC particles are usually non-isometric in
shape.

In order to determine the correct dependence of the
liquid migration pressure P, on particle size d, we propose
a non-linear relationship between P, and 1/d, i.e., Py o< 1/
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Fig. 1. Schematic of WC—Co bi-layer.

d", where n is a positive number. Thus, Eq. (1) is modified
to be as follows:

Po = ky[(1/u—1)'° — 1.41u]/d", (2)

where k; is a coefficient. In order to determine exact values
of n, consider a bi-layer configuration of a WC-Co speci-
men as shown in Fig. 1. The bi-layer is designed such that
the WC article size in one layer is different from that in the
other layer, i.e., d; # d>. Subscripts 1 and 2 denote Layers
1 and 2, respectively. If the equilibrium liquid distribution
is reached in the liquid-phase-sintered WC-Co bi-layer
specimen, the liquid migration pressures in the two layers
will equalize, i.e., (Pny); = (Pn)2, Which results in the fol-
lowing equation based on Eq. (2):

[(1/uy — )" = 1.41u)/d" = [(1/uy — 1) — 1.41u,) /2.

(3)
Rearranging Eq. (3) leads to
o In{[(1/u - D' = 14w /[(1 /uy — 1) = 1.4u]}
ll’l(dz/dl) ’
(4)

Using Eq. (4), n can be obtained by measuring liquid Co
volume fractions and WC particle sizes in each of the
two layers of a bi-layer WC-Co sample after equilibrium

liquid distribution is reached. This equation serves as a the-
oretical model for us to investigate the dependence of Py,
on d, by conducting liquid phase sintering experiments of
bi-layer WC-Co materials.

3. Experimental

WC and Co powders used in this study were supplied by
Kennametal. Four types of WC powders were used, with
average particle sizes of 0.8, 2.5, 5, and 20 pum, respectively.
The average particle size of Co powder was approximately
1 pm. WC and Co powders were mixed together with 2%
paraffin wax, and then the powder mixture was milled in
heptane in a Nalgene bottle containing WC balls for four-
teen hours on a rolling mill. After milling, the powder mix-
ture was dried in a rotary evaporator at 80 °C, and then
compacted at 200 MPa into bi-layer disk-shaped samples,
with each layer having different WC particle sizes and vary-
ing Co contents, except for Test Runs # G and # J, where
10%Co was used for both layers. The disk-shaped bi-layer
samples were dewaxed at 300 °C before sintering.

Liquid phase sintering experiments were carried out in a
vacuum furnace. WC-Co bi-layer samples were heated up
at a rate of 10 °C/min to 1400 °C, held at that temperature
for 1 h, and then cooled down in the furnace by switching
off the power. The liquid-phase-sintered bi-layer samples
were polished and etched with Murakami’s reagent. The
Co contents in each layer of the WC-Co bi-layer samples
were measured using energy dispersive spectroscopy
(EDS) incorporated with the scanning electron microscope
(SEM), with the variation of the measurements being less
than 5% of the measured Co contents. The measured Co
contents were then normalized so that the sum of the final
Co contents in the two layers was equal to the sum of the
initial Co contents in the two layers, based on the assump-
tion of mass conservation of Co. WC particle size, d, was
represented by the mean linear intercept length measured
on SEM photos of the sintered samples. The variation of
the grain size measurements is less than 7% of the measured

Table 1

Initial and final WC sizes and Co contents in WC-Co bi-layers

Test Initial Final
number

WC size and Co
content in layer 1

WC size and Co
content in layer 2

WC size, Co content and liquid
volume fraction in layer 1

WC size, Co content and liquid
volume fraction in layer 2

d (um) Co (%) d (um) Co (%) d (um) Co (%) u d (um) Co (%) u
A 0.8 20.0 5.0 10.0 1.1 17.7 0.38 2.4 12.3 0.27 0.56
B 0.8 10.0 5.0 20.0 1.1 17.4 0.37 2.4 12.6 0.28 0.48
C 0.8 6.0 5.0 10.0 1.1 9.8 0.22 24 6.2 0.15 0.37
D 0.8 10.0 5.0 6.0 1.1 9.3 0.21 2.4 6.7 0.16 0.26
E 0.8 10.0 2.5 20.0 1.1 15.6 0.34 1.6 144 0.32 0.25
F 0.8 20.0 2.5 10.0 1.1 15.8 0.34 1.6 14.2 0.31 0.34
G 0.8 10.0 5.0 10.0 1.1 11.8 0.27 24 8.2 0.19 0.35
H 0.8 6.0 5.0 10.0 1.1 10.5 0.24 24 5.5 0.13 0.52
I 0.8 20.0 5.0 10.0 1.1 18.4 0.39 24 11.6 0.26 0.69
J 0.8 10.0 20 10.0 1.1 13.6 0.30 7.5 7.4 0.17 0.25

Average n = 0.4.
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values. The initial and final WC particle sizes and Co con-
tents are listed in Table 1.

Liquid volume fractions of each layer of the bi-layer
samples were calculated from the Co content by weight
as given in Table 1. The composition of liquid Co was
determined from the isothermal section of ternary Co-
WC phase diagram at 1400 °C [11]. The molar volume of
liquid Co was calculated from the reported dependence
of the molar volume of liquid Co as a function of the com-
position and temperature [12] and the molar volume of WC
was obtained from the same paper [12]. The obtained
values of liquid volume fractions are also listed in Table 1.

4. Results
4.1. Sintering time for achieving equilibrium distribution

Since the model given by Eq. (2) is for equilibrium con-
ditions, the specimens to be used for measurements of data
must be sintered and prepared to have equilibrium liquid
distribution. To meet that requirement, we must first deter-
mine the sintering conditions that will ensure the specimens
are at equilibrium conditions. So, specifically, we need to
determine the sintering time that is required for the speci-
men to reach equilibrium.

To do so, three pairs of tests, 4 and B, C and D, and E
and F, were conducted. Each pair of specimens was pre-
pared to have the same initial grain sizes, but a reversed ini-
tial cobalt gradient in the bi-layers. Based on experience,
the specimens were sintered for one hour at 1400 °C. Dur-
ing sintering, cobalt is expected to migrate from the layer
with lower liquid migration pressure to the layer with
higher liquid migration pressure. When equilibrium condi-
tions are reached, each pair should reach the same final
cobalt distribution regardless the initial conditions, or the
direction of Co migration.

In Fig. 2, the final Co distributions (solid lines) in the
three pairs of specimens are displayed with the initial Co
distributions (dotted lines). For example, the A0 and Al
lines denote the initial and the final Co distributions in Test
A, respectively. The good agreements between the Al and
B1, Cl and DI, and E1 and F1 lines demonstrate that equi-
librium liquid distributions were reached in all these tests.
In other words, sintering at 1400 °C for one hour is suffi-
cient for generating a specimen at equilibrium conditions
that can be used for measuring data to be used to establish
the dependence of liquid migration pressure on WC parti-
cle size.

4.2. Dependence of P, as a function of d and u

Using the experimental procedures and the measure-
ment techniques described earlier, the measured cobalt dis-
tribution and grain sizes of the sintered specimens are
tabulated in Table 1. According to Eq. (4), the value of n
was calculated from the measured d;, d>, u;, and u, for
all tests, as listed in Table 1. The obtained values of n were
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Fig. 2. Confirmation of equilibrium liquid distribution by checking
agreement between the final Co gradient created by Co migrating from
the layer with finer WC to the layer with coarser WC and that created by
Co migrating from the layer with coarser WC to the layer with finer WC.

found to vary in the range of 0.25-0.69, and the average
value of n is 0.4, suggesting that P, < 1/d%*. The scatter
for the experimentally determined n values may be attrib-
uted to the variations in measuring Co content and WC
particle size, noting that there were 5% and 7% of relative
errors in measuring Co content and WC particle size,
respectively, as mentioned in Section 3. For example, eval-
uating the influence of errors in measuring Co content and
WC particle size on the scatter of n for the test run # C with
measured n = 0.37 indicates that the value of n can vary
between 0.24 and 0.55, corresponding to the maximum rel-
ative errors in measuring Co content and WC particle size.
Introducing n = 0.4 into Eq. (2) leads to

Po = K)[(1/u—1)"? — 1.41u)/d"*. (5)
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To evaluate the value of k;, the liquid migration pressure
needs to be measured, which, however, cannot be done
directly for the bi-layer sintering in this study. Therefore,
the data of liquid migration pressure in Ref. [2] for the
WC-Co system with a fixed WC particle size (d=2.3
um = 2.3 x 10"®m) were employed to evaluate ky using
the following procedure.

The best fitting of the reported data in Ref. [2] leads to

P = 0.3687 x 10°[(1/u — 1) = 1.41u]. (6)

Comparing Eq. (5) (applicable for any WC particle size)
and Eq. (6) (applicable only for one fixed WC particle
size, i, d=23um=23x10"°m) leads to k,/d"* =
ky/(2.3 x 1079)** = 0.3687 x 10°.

Thus, the value of k; was obtained as:

ki = 0.3687 x 10° x (2.3 x 107)** = 2048.

Therefore, the dependence of liquid migration pressure
as a function of WC particle size and the volume fraction
of liquid Co phase can be expressed as:

P = 2048[(1/u — 1) — 1.41u] /d**, (7)

where P, is the liquid migration pressure, Pa; u is volume
fraction of liquid Co phase; and d is WC particle size (i.e.,
the average linear intercept length), m.

5. Discussion
5.1. Design of Co gradient by controlling WC particle size

The establishment of the dependence of liquid migration
pressure as a function of the volume fraction of the liquid
Co phase and the WC particle size is valuable for the design
and manufacture of functionally graded WC-Co compos-
ite materials.

As mentioned in Section 2, the equilibrium liquid distri-
bution is reached only when the liquid migration pressure
is uniform throughout the composite material. For any
given value of liquid migration pressure, the volume frac-
tion of liquid Co phase varies with WC particle size. A
desired Co gradient can be acquired by pre-designing a
suitable gradient of WC particle size. This approach can
be readily used to design various bi-layer, multi-layer, or
continuously graded structures of WC-Co. Two examples
are given below to demonstrate how Eq. (7) can be used
to design graded WC-Co structures.

The first example is to select WC particle sizes so as to
obtain a desired Co gradient. Suppose that a WC-Co bi-
layer structure is desired with the two layers having volume
fractions of liquid Co phase to be u; =0.2 and u, =0.1,
respectively, and the WC particle size in the first layer hav-
ing been chosen to be d; = 1 um. We need to select the WC
particle size that should be used in the second layer to
obtain the required final Co distribution. According to
(Pm)1 = (Pm)2 and Eq. (7), we have

[(1/uy — 1) — 1.41u]/d% = [(1/uy — 1) = 1.41uy) /2.
(8)

Solving Eq. (8) with available values of d, u;, and u, leads
to d, = 2.7 pm, which is the WC particle size that should be
used for the second layer.

The second example is to prevent liquid-redistribution-
induced distortion by selecting correct Co contents in green
parts intended for liquid-phase-sintered WC-Co bi-layer
structures. Supposing that d;, d, and u; have been predeter-
mined, a suitable value of u, can be obtained from solving
Eq. (8). By preparing the bi-layer green parts using the
selected grain sizes and the Co contents in each layer, liquid
redistribution will not occur during liquid phase sintering
and consequently the distortion of the sintered parts will
be minimized.

To further illustrate the utility of Eq. (7), contour plots
of P, as a function of the volume fraction of liquid Co
phase and WC particle size have been computed based
on Eq. (7) and plotted in Fig. 3a. By converting the volume
fraction of the liquid Co phase into the corresponding Co
content based on molar volumes of WC and the liquid
Co phase, the contour plot of P, as a function of the Co
content and WC particle size has also been computed
and plotted in Fig. 3b. Any two points on the same contour
line have the same liquid migration pressure and thus can
represent the final or equilibrium compositions and particle
sizes in a bi-layer WC—Co structure. Therefore, these con-
tour line plots can be used to design and fabricate various
graded WC-Co composite materials with bi-layer, multi-
layer, or continuously graded compositions and particle
sizes.

5.2. The value of n

Although n =1 has been suggested by all previous the-
oretical models [1,2,4-6], the experimental results of this
study indicate that n = 0.4 for the real WC-Co system.
Logically the significant difference in the value of n between
a real system and a model system is attributed to the fact
that there is a wide distribution of particle size and particle
shape in the real system, while the model is based on sys-
tems with mono-sized and isometric-shaped particles. In
the following paragraph, we will demonstrate that there
is indeed a significant effect of particle size distribution
on the value of 7.

Let us consider a liquid-phase-sintered WC-Co bi-layer
consisting of Layer A and Layer B. Suppose that particle
size distribution of WC in each layer is log-normal distribu-
tion as often observed for sintered WC-Co system [13],
then the probability density or frequency functions of par-
ticle sizes in each layer are:

f(diyda,08) = M) (9)

21112 OA

1
InoaV2n P <

and



P. Fan et al. | International Journal of Refractory Metals & Hard Materials 26 (2008) 98—-105 103

a oz

0.6 -

0.5 1

0.4

0.3

0.2

0.1

b 35

d, ym

30 1

25 1

Co, wt%
N
o

-
[3,]

0

0.1 1

d, ym

10 100

Fig. 3. Liquid migration pressure (P,,) contour. (a) As a function of volume fraction of liquid Co phase (1) and WC particle size (d). (b) As a function of
Co content and WC particle size. Each line represents one iso-P,, line calculated from Eq. (7), with the number near the line indicating the corresponding

P, value in MPa.

2
o, o) = _M) (10)

1
Inov2n P < 2In’op
respectively; where d; and d; are an arbitrary particle size in
Layers A and B, respectively; da and dp are the median
particle size in Layers A and B, respectively; and o, and
op are the geometric standard deviations of the particle dis-
tributions of Layers A and B.

It is worth noting that for a system with log-normal size
distribution the average particle size is a little bit different
from the median particle size. The average particle size,
da and djy, in each layer can be calculated by the following
equations [14]:

da = exp(Ind, +0.5In%c,) (11)
and
dy = exp(Indg + 0.5In’cy). (12)

The number of particles with the size of d; in Layer A or
d; in Layer B can thus be calculated as

N; = N[f(d;,da, UA)/Zf(dndAa oa)] (13)
and
N; = NB[f(d_fadB’“B)/Zﬂdf’dB’GB>] (14)
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where N and Np are the total number of particles in Lay-
ers A and B, respectively.

The relationship between the volume, V, and the size, d,
of a particle is

V =cd® (15)

where c¢ is a shape factor equal to n/6 for spherical shape
and 1 for cubic shape. Since the value of ¢ have no effect
on the final value of n that we are concerned with in this
discussion, ¢ = 0.8 is chosen. Thus, the total volume of
the solid phase in Layer A or Layer B can be obtained as

(Voa=>_cdN; (16)
and
(Vo)g=>_cdN;. (17)

Suppose that the two layers are equilibrated under the
same liquid migration pressure, P, and that n=1, i.e.,
that the equation suggested by Lisovsky’s model [7] of
mono-sized WC—Co system holds true for any particle size,
then the liquid volume fraction surrounding a WC particle
with a size of d; in Layer A or d; in Layer B can be calcu-
lated from

P = ko[(1/u; — D' = 1.41u,) /d. (18)
or
P = ko[(1/u; — 1)1/3— Lalu]/d;. (19)

Thus, the volume of liquid phase surrounding a WC parti-
cle with size of d; in Layer A or d; in Layer B is,
respectively,
U;

_ 3
() = ed (20)
or
V), = —2L—cd? (21)
! J 1 — Hj 7

The total volume of the liquid phase in Layer A or Layer B
can thus be obtained:

U;
Va=_ — u'cdi,- (22)
or
”
V=Y I _’u_cal?Nj (23)
J

The average values of liquid volume fraction in Layer A or
Layer B can thus be obtained, respectively, as

un = (V) A/lV1)a + (V)4 (24)
or
up = (V1)g/[(V1)g + (Vs)sl (25)

Since the average particle sizes and liquid volume frac-
tions in Layer A and Layer B are d, and dg, and u, and
up, respectively, the apparent value of n can be calculated
based on the following equation from Eq. (4):

10

frequency

0.8

0.6

0.4 T T T T

Inc

Fig. 4. Decrease in n value with increasing width of particle size
distribution. ¢ is the geometric standard deviation of particle size
distribution for both layers, i.e. ¢ = o = gp. n =1 was assumed for the
WC-Co with mono-sized WC particles. The three imbedded small figures
demonstrate the width of particle size distributions.

o In{[(1/u — )" = 1.4up)/[(1/ug — 1) = 1.4ug)}
lH(EA/EB)
(26)

In order to examine the effect of particle size distribution
on the average value of 7, the average values of n have been
calculated for constant values of P, =0.5MPa, ds=
1 pm, dg = 2 um, but with different values of the geometric
standard deviation. As shown in Fig. 4, the apparent value
of n decreases with the increasing width of the particle size
distribution.

If n =1 was true for mono-sized WC particles, the stan-
dard deviation of the particle size distribution would have
been unreasonably large in order to obtain the observed
small n value of 0.4, according to Fig. 4. However, n =1
was postulated for mono-sized and isometric-shaped parti-
cles, it is thus expected that we will find n # 1 (quite prob-
ably n <1) even for mono-sized WC particles, since WC
particles are not isometric in shape. Due to mathematical
complexities in examining the effect of non-isometry in par-
ticle shape, it is beyond the scope of this article to find the
small n value for mono-sized WC particles. Though it is
uncertain now how small the n value will be for mono-sized
WC particles, the observed small n value for real WC-Co
composite should result from the WC particle size distribu-
tion and the non-isometric WC particle shape.

6. Conclusions

The driving force of liquid phase migration or liquid
redistribution during liquid phase sintering is liquid migra-
tion pressure, which is dependent on two primary factors in
real composite materials: the liquid volume fraction and
the solid particle size. In this study, the effect of solid par-
ticle size on liquid migration pressure has been studied
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experimentally for the WC-Co system, and thus the depen-
dence of liquid migration pressure on both the volume frac-
tion of liquid Co phase and the WC particle size has been
quantitatively established, enabling the prediction of the
final Co composition gradient in liquid-phase-sintered
WC-Co composite. This result is expected to be valuable
in design and manufacture of functionally graded WC-
Co composite materials.
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