Machinability of Fluormica Glass-Ceramics of High Mica Volume Fraction
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Abstract
The high Machinability of Mica glass-ceramics is due to its unique microstructure. This study investigated barium fluormica glass-ceramics, with reference to parameters, which determine the microstructure that governs Hardness and machinability and explore the validity of Baik’s model for high mica Volume Fractions. Barium fluormica glasses were synthesized and casted into rods then heat-treated at 1175oC and 1200oC for various times. Glass-ceramics were characterized using DSC, SEM, Vickers microhardness and machinability test. “House of Cards” microstructure was successfully obtained upon heat treatment and was associated with an increase in Volume Fraction and Aspect Ratio of crystals. The Volume Fraction was almost identical for all the samples. However, crystal length and width increased with increasing holding time. Hardness and machinability forces decreased with increasing the Aspect Ratio and Effective Crystallinity. Hardness and Machinability data agreed well with Baik’s data and extend the validity of Baik’s model to much higher Volume Fractions.
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1. Introduction
Fluormica glass-ceramics are the basis of machinable ceramics that can be drilled turned and cut without resorting to diamond tipped tools [1–5]. The existing commercial materials are based on potassium fluorphlogopite and include Macor® produced by Corning Glass Works. These glass-ceramics have been reviewed by Holand and Beall [6].
The microstructure of these glass-ceramics consists of randomly arranged elongated mica crystals about 10-20 μm in length that interconnect one another. The machinability of these materials is a direct result of the mica crystal structure (Fig. 1) and the weak bonding between the mica layers [7]. Crack propagation takes place preferentially along the weakly bonded (001) cleavage plane. This result in the cracks formed during machining being continually redirected by the microstructure and this inhibits catastrophic failure.
Machinable glass-ceramics based on barium fluorphlogopite or Barium kinoshitalite micas have also been developed [8–15]. Whilst the commercial material Macor® is widely used for industrial applications there is increasing interest in mica glass-ceramics for dental crowns, onlays and inlays [16–21] especially with the widespread take-up of CAD-CAM within dental surgery. Here, machining time is important and whilst existing machines use diamond tipped tooling there are cost savings in being able to move to less expensive tooling or being able to replace the tooling less frequently.
Early studies identified the importance of achieving a high aspect mica crystal in order to achieve machinability. Baik et al. carried out some of the first studies of the relationship between microstructure, Hardness (H) and machinability [22–24].  Baik et al. calculated a number of parameters including 𝑢1 the cutting energy at the quasi-static state given by:
𝑢1 ((H 2.25
The machinability parameter (n) can also be used to categorise the effects of various heat treatments as a function of temperature, time and Hardness. The following equation indicates the relationship between Hardness (H) and machinability.
n = 0.643 - 0.122 H.
More importantly, Baik et al. [22] also determined a parameter termed the “Effective Crystallinity”, Xꞓ the expressions

Xꞓ = 1 – exp([image: image28.png]Aspect Ratio

O =2 N W A~ 61O N © 0 O

(a)

2

Heat Treatment Time (h)

4

© © © © © © © © °o =
- N w > (3] (2] ~ (-] ©
Volume Fraction

o



 ln(1-x))
[image: image2.png](A3 + 2(4) /3 3/2

M= 3




Where  [image: image3.png](M)



 is a multiplication factor related to the connectivity of a disk-like crystal, ([image: image4.png]


) is the average value of the Aspect Ratio and (x) is the actual volume crystallised. In these equations it has been assumed that crystal growth occur randomly with the same aspect ratio and unchanged number density of crystals. (M) and (x) values can be easily calculated then value of The Effective crystallinity can be determined. In this case Effective Crystallinity value can be used as a connectivity parameter for mica crystals, where the connectivity increases in deviating from the value of A = 1.
The volume crystallinity is replaced by the area fraction determined from scanning electron micrographs. The Effective Crystallinity analysis can deduce the variation of crystal connectivity and its resultant effects on the Hardness values and machinability. 
An examination of how the “Effective Crystallinity" changes with crystal Volume Fraction and mica crystal Aspect Ratio is shown in (Fig. 2), where the Effective Crystallinity plotted against the Aspect Ratio of the mica crystal for different Volume Fractions. It can be clearly noticed that, as the mica Volume Fraction increases there is a reducing need to have a high Aspect Ratio in order to achieve a high Effective Crystallinity. It is important to note the requirement of a high Aspect Ratio (>10) in order to achieve machinability, is more important in lower Volume Fraction mica glass-ceramics. The machinable glass-ceramic Macor® has an Aspect Ratio >20 and a relatively low crystal Volume Fraction [7].
Baik et al. investigated two potassium fluorphlogopite glass-ceramic compositions with different heat treatments and determined the relationship between microstructure, Hardness and machinability. Their data however only covers relatively low Volume Fractions and Aspect Ratios with Hardness values >3 GPa. In this study, we extended the analysis to high Volume Fraction barium fluorphlogopite compositions with lower Hardness values closer to those found for the commercial Macor®.
2. Materials and Methods
2.1 Glass synthesis
Barium fluormica glasses were produced based on previous work by Rashwan et. al [25] using the following composition :
8SiO2-1.25Al2O3 -3.75-MgO-2.25MgF2-1.6 BaO
Glass forming reagents were heated in a platinum crucible at a temperature of 1460oC for 1 h. The molten glass was then rapidly quenched into deionised water to prevent phase separation and crystallization. The glass frits were collected with a 500 μm sieve (Endecotts Ltd., London, UK) then dried in an electric oven at 80°C for 24 h. 50 g of the glass frit was ground using a Gy-Ro mill (Glen Creston, London, UK) for 7 min then sieved through a 45 μm stainless steel sieve to produce glass powder. The rest of the glass frits re-melted for 20 min at 1500°C. Re-melting of the glass frits decreases the viscosity of the glass and prevents the formation of any bubbles in its bulk. As a result, a more homogenous material will be produced. The melted glass was cast into pre-heated (550°C for 30 min) graphite moulds (diameter = 14 mm and length = 110 mm) then transferred to an annealing furnace at 500°C and kept cooling to room temperature overnight.

2.2 Differential scanning calorimetry
Glass frit and fine powder (<45 μm) samples of 50 mg were used for differential scanning calorimetry (DSC) experiments. Specimens were heated from 25°C to 1100°C at a rate of 10°C/min in a flowing (60 ml/min) nitrogen atmosphere, in a DSC1500 [Rheometric Scientific, Epsom, UK].
2.3 Glass-ceramics synthesis 
Cast glass rods produced in Section 2.1 were placed into a high-temperature furnace (UAF 17/12, Hope Valley, Lenton, U.K) at room temperature and heated at a rate of 20°C/min. Glasses were heat treated using a two-step heat treatment protocol by holding for 1 h at 660°C followed by crystal growth hold at 1175°C or 1200°C for 0, 1, 3 and 5 h respectively followed by ambient cooling to room temperature.
The previous work by Rashwan et.al [25] showed that for this glass composition, the microstructure is extremely fine grained below 1150°C. And it takes very long times to coarsen the microstructure at 1150°C whilst at 1175°C and 1200°C the microstructure coarsens in a reasonable time scale.  

2.4 Scanning electron microscopy 
Glass-ceramic samples were ground using silicon carbide papers (320, 500, 800, 1200 and 4000 grit-size) and polished to an optical finish with 1 μm alumina oxide polishing media (Buehler, USA) on a lapping machine (Struers, Knuth Rotor, Glasgow, UK), then cleaned in an ultrasonic bath (Kerry Ultrasonics, North Yorkshire, UK) for 10 min. Polished samples were then attached to a conductive base using a double-sided carbon tape followed by sputter coating with  gold using a sputter Coater (Emitech SC 7620, Quorum Technologies, and UK) for 60 s. The backscattered electron imaging mode (BEI) (FEI Inspect, Oregon, USA) was used to capture images at an accelerating voltage 20 kV. Barium atoms in the barium fluormica phase have a high atomic number and enable the crystal microstructure to be observed in images in BEI mode. Each sample was viewed using magnifications of 4000X, 10000X and 15000X and then analyzed using Image J software (NIH, Version: 1.52e, 2018). This software was used to calculate the area percentage of mica crystals and the average length and width of crystals in each sample. At least three images were analysed for each sample, and only crystals with defined ends and no overlaps were considered in the analysis of crystallite dimensions.
2.5 Vickers micro-hardness test 
Micro-hardness analysis was obtained on the glasses and glass-ceramics samples embedded in epoxy resin. Samples were lapped using silicon carbide grinding paper (220, 320, 500, 800 and 1200 grit-size) and polished using 1 μm alumina oxide polishing media (Buehler, USA) on a lapping machine (Struers, Knuth Rotor, Glasgow, UK). A Vickers Hardness tester (ZHV30-S, Zwick/Roell AG, Germany) was used with an attached high sensitivity camera (902B WATEC, Japan). Samples were indented using a pyramid diamond indenter with an angle of 136°, under an applied load of 29.42 N. The test force was maintained for 15 s, then diagonal lengths of the indentation were measured and used to calculate the Vickers Hardness ([image: image5.png]Hv



), using the following equation:
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 is Vickers Hardness; P is applied load (N);  [image: image8.png]


 is the angle of the pyramid and d is mean diagonal of indentation (mm). For each sample, Vickers micro-hardness values of ten points were recorded and converted to GPa by multiplying by 9.806 (standard gravity) and divided by 1000.
2.6 Machinability test
To perform the experiment on the samples, a Rose head steel Burr with a diameter of 2.1 mm (Jota Ag, Rotary instruments, Skillbond, UK) was inserted into the tip of a Dremel clamped to an universal Instron machine (Instron  5567, Norwood, USA). The Instron machine with a cross head speed of 1 mm/min and load cell of 500 N was used to collect the data. Samples were examined in the wet condition (under flowing water) to decrease the rate of wear and avoid overheating of the burr. 
3 Results and Discussion

DSC traces (Table 1,Fig.3) of the produced glass frit and powder (<45 μm) showed that there is a clear glass transition temperature at 640°C for the glass frit (≈1mm) and 638°C for the glass powder (<45 μm). Crystallization exotherm occured at 750°C for the glass frit and at 744°C for the powder sample.

DSC traces revealed that the values for glass transition temperature (Tg) and the peak crystallization temperature (Tp) are close to previously studied barium fluormica systems  [12,25] There was no significant change in the peak crystallization temperature with particle size indicating a predominantly bulk crystal nucleation mechanism that is probably associated with prior glass in glass or amorphous phase separation. A bulk crystallization mechanism has been reported previously with fluromica glass-ceramics  [12,25,26].
SEM photomicrograph (Fig. 4 and 5) of fluormica glass-ceramics heat treated at 1175°C and 1200oC for heat treatment times from 0 to 5 h revealed that formation of “House of cards” microstructure, made up of randomly oriented plate-like fluormica crystals that impinge on one another, embedded in the glassy matrix. The “House of cards microstructure” coarsens and grows with increasing holding time and temperature. Image J software analysis (Fig.6a) showed that there is a high Volume Fraction of mica evident in the micrographs even for the shortest heat treatment times and lower temperature. There is no significant change in Volume Fraction with either time or temperature.
SEM photomicrographs showed that the barium fluormica phase back scatters strongly and appears almost white (Fig. 4 and 5). The back scattered contrast is not as good as some other barium fluormica glass-ceramics because the higher BaO content than stoichiometry of barium fluorphlogopite crystal will probably result in the residual glass also containing some BaO. There is a small amount of an even stronger back scattering phase that can be seen particularly in the sample heat treated for 3 h at 1200oC (Fig. 5). This phase is probably richer in Ba than the Barium fluorphlogopite phase (Ba0.5Mg3Si3AlO10F2), and might be Kinoshitalite (BaMg3Si2Al2O10 (OH/F)2) however both phases have very similar crystal structures to each other. Further neutron diffraction studies would be needed to confirm this [27].
The high temperature and long heat treatment times particularly for 5 hours at 1200oC (Fig. 5) showed evidence of the mica crystals cleaving along the 001 plane direction during the preparation of the samples. This indicates that the same mechanisms that are postulated to take place during machining are taking place during grinding and polishing for SEM preparation.
Image J software analysis results showed that there is a high Volume Fraction of mica evident in the micrographs even for the shortest heat treatment times. There is no significant change in Volume Fraction with either time or temperature. The crystal growth temperatures at 1175oC and 1200oC are well above the peak crystallization temperature at 746oC obtained from the DSC trace. The microstructure coarsens with an increase in heat treatment time and temperature. The crystals increase in length and width with heat treatment time, but overall the Aspect Ratio, critical to machinability also increases. The Effective Crystallinity (Fig. 6b) generally increases with increasing heat treatment time and temperature, however there is discontinuity at 3 h for both heat treatment temperatures which could be related to the presence of a small amount of a the phase richer in barium than barium fluorphlogopite phase observed (possibly Kinoshitalite) in the micrographs at 3 h (Fig. 4 and 5). The increase in Aspect Ratio and Effective Crystallinity with heat treatment time should lead to lower Hardness and increased machinability.
Vickers micro-hardness test results (Fig.7a) showed that increasing holding time and temperature decrease the Hardness of the produced ceramic, where the highest Hardness value recorded was for glass-ceramic heat treated at 1175°C (5.16 GPa) for 0 h, while the lowest was for glass-ceramic heat treated at 1200°C for 5 h (1.70 GPa). Micro-hardness values of the produced glass-ceramics drop down to values <2 GPa with the increasing of Effective Crystallinity (Fig. 7b). Hardness generally decreases with heat treatment time and temperature from the initial glass value of 6.67 GPa to just below 2 GPa for the highest temperature 1200oC and longest heat treatment time of 5 h (Fig.7a). Hardness also decreases with an increase in Effective Crystallinity and there is a good correlation between Hardness and Effective Crystallinity (Fig.7b).
Machinability test results (Fig. 8a) showed that there is a positive correlation between the machining forces and Hardness of the fluormica glass-ceramics. Those with low Hardness values are giving low forces, while samples with high Hardness values need high forces to be machined. As a function of the crystal Aspect Ratio, it can be seen (Fig. 8b) that machining force decreases with increasing crystal Aspect Ratio. Similarly, the machining force decreases as a result of increasing Effective Crystallinity (Fig. 8c).
It is worth comparing the Hardness/Effective Crystallinity data with the data from Baik et al’s studies (Fig.9) [22,23] for two different potassium mica compositions. Included on the plot are Macor® and the LDIG24 barium fluormica glass-ceramic, plus the original glass and pure potassium mica glass-ceramic. The barium fluormica data falls between the two compositions studied by Baik et al. [22,23] but the data also goes to much higher Effective Crystallinity values than Baik et al’s samples. The majority of Baik et al’s data are for samples with Hardness values >4 GPa [22], which is much higher than that of commercially available machinable glass-ceramics, such as Macor®. This is the case for the majority of published studies on machinable glass-ceramics, most of which exhibit Hardness values >3 GPa [28–31]. The need for a high Aspect Ratio “house of cards” microstructure in order to achieve machinability reduces as the Volume Fraction increases, as predicted by Baik’s Effective Crystallinity calculation. For example with Macor® that has a relatively low crystal Volume Fraction and so Effective Crystallinity and machinability is achieved with a high Aspect Ratio close to 20, whilst in the present study with much higher crystal Volume Fraction, Effective Crystallinity and machinability are achieved with much lower Aspect Ratio crystals. The high Aspect Ratio crystals in the existing commercial mica glass-ceramics are thought to adversely influence surface finish and reduce the strength [32]. For dental applications a hardness values equal to or slightly higher than that of enamel (3.1–3.7 GPa) [33] are required, too soft material will wear in contact with harder enamel.
Whilst mica crystal Volume Fraction, Aspect Ratio and the Effective Crystallinity are critical in determining the machinability, the properties of the residual glass phase may also be important. In particular, the properties residual glass phase is likely to be important especially the thermal expansion coefficient and any mismatch to that of the barium fluormica phase. It is worth pointing out that the barium fluormica phase is likely to be highly anisotropic in its thermal expansion coefficient values and any mismatch in the thermal expansion coefficient values between the glass and the crystal, particularly in the long axis of the crystal structure is likely to have an influence on crack propagation during machining and plastic flow during indentation. In addition, the glass transition temperature of the residual glass phase is likely to strongly influence the coarsening of the mica crystal structure during heat treatment. For ease of coarsening a low glass transition temperature is desirable to facilitate processing at low temperatures, however, this needs to be balanced against having a stable corrosion resistant residual glass phase, which is particularly important for dental applications. 

4 Conclusions
Heat Treatment at 1175oC and 1200oC results in a high volume of barium fluorphlogopite and the Aspect Ratio and Effective Crystallinity increases with increasing hold time. The high Volume Fraction of mica phase in the compositions studied results in low Hardness values and good machinability without having a very high Aspect Ratio crystal phase, which is predicted by Baik et al. as an Effective Crystallinity parameter. Despite being based on barium fluormica there is a reasonable agreement of the data with Baik et al.which was carried out with potassium mica glass-ceramics. The results extend the ‘Baik model’ not only to barium mica based glass-ceramics but also to much higher Effective Crystallinity values and much lower Hardness values.
5 References:
[1]
G.H. Beall, L.L. Hench, Advances in Nucleation and Crystallization in Glasses, in: L.L. Hench, S.W. Freiman (Eds.), Am. Ceram. Soc., Westerville, OH, 1971, pp.251–261.
[2]
C.K. Chyung, G.H. Beall, D.G. Grossman, Microstructure and mechanical properties of mica glass-ceramics, in: G. Thomas (Ed.), The Fifth International Materials Symposium the Structure and Properties of Materials-Techniques and Applications of Electron Microscopy (1971) 1167–1194.
[3]
C.K. Chyung, G.H. Beall, D.G. Grossman, Fluorphlogopite mica glass-ceramics, Tenth Int. Congr. Glas. (1974), pp. 33–40.
[4]
C. Xiaofeng, L. Deming, Z. Shouyuan, T. Lidong, Z. Meimei, Z. Xiaokai, Research on the mechanism of phase separation, nucleation and crystallization of fluorophlogopite and fluorapatite—containing glass ceramics, in: Adv. Mater. ’93, 1994: pp. 37–42.   https://doi:10.1016/B978-1-4832-8380-7.50017-1.
[5]
S.N. Hoda, Alkaline earth mica glass-ceramics, in: Nucleation Cryst. Glas., The                            American Ceramic Society, 1982: pp. 287–300.
[6]
W. Höland, G.H. Beall, Glass-Ceramic Technology, second ed., John Wiley & Sons, New Jersey, 2012, pp. 75–206, https://doi.org/10.1002/9781118265987.
[7]
J. Henry, X. Chen, R. V. Law, R.G. Hill, The investigation of the crystalline phases development in Macor®glass-ceramic, J. Eur. Ceram. Soc. 38 (2018) 245–251. https://doi:10.1016/j.jeurceramsoc.2017.07.030.
[8]
T. Uno, T. Kasuga, K. Nakajima, High-Strength Mica-Containing Glass-Ceramics, J. Am. Ceram. Soc. 74 (1991) 3139–3141. 
         https://doi:10.1111/j.1151-2916.1991.tb04314.x.
[9]
J. Henry, R.G. Hill, The influence of lithia content on the properties of fluorphlogopite glass-ceramics. I. Nucleation and crystallisation behaviour, J. Non. Cryst. Solids. 319 (2003) 1–12. https://doi:10.1016/S0022-3093(02)01958-0.
[10]
J. Henry, R.G. Hill, The influence of lithia content on the properties of fluorphlogopite glass-ceramics. II. Microstructure hardness and machinability, J. Non. Cryst. Solids. 319 (2003) 13–30. https://doi.org/10.1016/S0022-3093(02)01959-2.
[11]
J. Henry, R.G. Hill, Influence of alumina content on the nucleation crystallization and microstructure of barium fluorphlogopite glass-ceramics based on 8SiO2·yAl2O3·4MgO·2MgF2·BaO: Part - I Nucleation and crystallization, J. Mater. Sci. 39 (2004) 2499–2507. https://doi:10.1023/B:JMSC.0000020016.18068.e6.
[12]
J. Henry, R.G. Hill, Influence of alumina content on the nucleation crystallization and microstructure of barium fluorphlogopite glass-ceramics based on 8SiO2·yAl2O3·4MgO·2MgF2·BaO: Part II - Microstructure, microhardness and machinability, J.Mater.Sci.39(2004)2509–2515. https://doi:10.1023/B:JMSC.0000020017.11749.a8.
[13]
S. Broady, D.J. Wood, S.H. Kilcoyne, N.L. Bubb, Depleted brittle mica structure determination in Ba-phlogopite glass-ceramics, J. Mater. Sci. 47 (2012) 5298–5307. https://doi:10.1007/s10853-012-6415-1.
[14]
P.K. Maiti, A. Mallik, A. Basumajumdar, P. Kundu, Influence of fluorine content on the crystallization and microstructure of barium fluorphlogopite glass-ceramics, Ceram. Int. 36 (2010) 115–120. https://doi:10.1016/j.ceramint.2009.07.010.
[15]
S.H. Kilcoyne, P.M. Bentley, M. Al-Jawad, N.L. Bubb, H.A.O. Al-Shammary, D.J. Wood, A small angle neutron scattering study of mica based glass-ceramics with applications in dentistry, in: Phys. B Condens. Matter, 2004. https://doi:10.1016/j.physb.2004.03.144.
[16]
H. Li, D.Q. You, C.R. Zhou, J.G. Ran, Study on machinable glass-ceramic containing fluorophlogopite for dental CAD/CAM system, in: J. Mater. Sci. Mater. Med., 2006: pp. 1133–1137. https://doi:10.1007/s10856-006-0540-9.
[17]
I.L. Denry, G. Baranta, J.A. Holloway, P.K. Gupta, Effect of processing variables on texture development in a mica-based glass-ceramic, J. Biomed. Mater. Res. 64B (2003) 70–77. https://doi:10.1002/jbm.b.10514.
[18]
J.M. Tzeng, J.G. Duh, K.H. Chung, C.C. Chan, Al2O3-and ZrO2-modified dental glass ceramics, J. Mater. Sci. 28 (1993) 6127–6135. https://doi:10.1007/BF00365033.
[19]
I.L. Denry, J.A. Holloway, Effect of heat pressing on the mechanical properties of a mica-based glass-ceramic, J. Biomed. Mater. Res. - Part B Appl. Biomater. 70 (2004) 37–42. https://doi:10.1002/jbm.b.30010.
[20]
S. Roy, B. Basu, Microstructure development in machinable mica based dental glass ceramics, Trends Biomater. Artif. Organs. 20 (2006) 90–100.
[21]
F. Qin, S. Zheng, Z. Luo, Y. Li, L. Guo, Y. Zhao, Q. Fu, Evaluation of machinability and flexural strength of a novel dental machinable glass-ceramic, J. Dent. 37 (2009) 776–780. https://doi:10.1016/j.jdent.2009.06.004.
[22]
D.S. Baik, K.S. No, J.S. Chun, H.Y. Cho, Effect of the aspect ratio of mica crystals and crystallinity on the microhardness and machinability of mica glass-ceramics, J. Mater.Process. Technol. 67 (1997) 50–54,  https://doi.org/10.1016/S0924-0136(96)02817-8.
[23]
D.S. Baik, K.S. No, J.S. Chun, Y.J. Yoon, H.Y. Cho, A comparative evaluation method of machinability for mica-based glass-ceramics, J. Mater. Sci. 30 (1995) 1801–1806. https://doi:10.1007/BF00351613.
[24]
D.S. Baik, K.S. No, J.S.-S. Chun, Y.J. Yoon, Mechanical Properties of Mica Glass‐Ceramics, J. Am. Ceram. Soc. 78 (1995) 1217–1222. https://doi:10.1111/j.1151-2916.1995.tb08472.x.
[25]
M. Rashwan, M.J. Cattell, R.G. Hill, The effect of barium content on the crystallization and microhardness of barium fluormica glass-ceramics, J. Eur. Ceram. Soc. 39 (2019). 2559-2565. https://doi:10.1016/J.JEURCERAMSOC.2019.02.019.
[26]
P.K. Maiti, A. Mallik, A. Basumajumdar, P. Guha, Influence of barium oxide on the crystallization, microstructure and mechanical properties of potassium fluorophlogopite glass-ceramics, Ceram. Int. 38 (2012) 251–258. https://doi:10.1016/j.ceramint.2011.06.060.
[27]
D. Wood, N. Bubb, P. Bentley, S. Kilcoyne, C. Ritter, Use of kinetic neutron diffraction to observe crystallisation of a mica based glass ceramic, Glass Technol. 45 (3) (2004) 62–64.
[28]
M. Taira, M. Yamaki, Studies on hardness of nine machinable ceramics for dental applications, J. Mater. Sci. Lett. 13 (1994) 425–426. https://doi:10.1007/BF00278017.
[29]
A.R. Boccaccini, Machinability and brittleness of glass-ceramics, J. Mater. Process. Technol. 65 (1997) 302–304. https://doi:10.1016/S0924-0136(96)02275-3.
[30]
J. Thompson, S. Bayne, H. Heymann, Mechanical properties of a new mica-based machinable glass ceramic for CAD/CAM restorations, J. Prosthet. Dent. 76 (1996) 619–623. https://doi:10.1016/S0022-3913(96)90440-0.
[31]
S. Habelitz, G. Carl, C. Rüssel, S. Thiel, U. Gerth, J.-D. Schnapp, A. Jordanov, H. Knake, Mechanical properties of oriented mica glass ceramic, J. Non. Cryst. Solids. 220 (1997) 291–298. https://doi:10.1016/S0022-3093(97)00299-8.
[32]
G.H. Beall, High strength machinable glass-ceramics, 8,021,999, Corning Glass Works, Corning, N.Y (2011).
[33]   M. Kim, S. Oh, J. Kim, S. Ju, D. Seo, S. Jun, Wear evaluation of the human enamel

         opposing different Y-TZP dental ceramics and other porcelains,J. Dent. 40 (2012) 979–988.  https://doi.org/10.1016/j.jdent.2012.08.004.
	DSC 
	Barium fluormica glass produced


	
	<45 μm
	Frit

	Tg  (°C)
	638
	640

	Tp  (°C)
	746
	750


Table 1: DSC results of glass powder (<45 μm) and frit.      
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Figure 1 Fluormica crystal structure (a) brucite layer (b) (001) cleavage plane and the interlayer sites [7].  
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Figure 2 Calculated Effective Crystallinity as a Function of Aspect Ratio for different Volume Fractions (VF).
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Figure 3 DSC traces of glass powder and frit.
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Figure 4 Back Scattered SEM micrographs of the microstructure developed at 1175oC for different crystal growth times showing a decrease in hardness values with increasing holding time.
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Figure 5 Back Scattered SEM micrographs of the microstructure developed at 1200oC for different crystal growth times showing a decrease in hardness values with increasing holding time.
	
[image: image14]

	 SHAPE  \* MERGEFORMAT 





Figure 6 (a) Aspect Ratio and Crystal Volume Fraction as a Function of Heat Treatment Time. (() 1175oC, (() 1200oC, (() Aspect Ratio, (() Volume Fraction (b) Calculated Effective Crystallinity against Heat Treatment Time (()1175oC, (() 1200oC.
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Figure 7 (a) Hardness as a function of Heat Treatment Time at (() 1175oC, (() 1200oC (b) Hardness plotted against Effective Crystallinity.
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Figure 8 (a) Machining force plotted against Hardness (b) Crystal Aspect Ratio and (c) Effective Crystallinity.
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Figure 9 Comparison of the Hardness/Effective Crystallinity Data with those of Baik et al. [22]. (() Our Data, (()Baik A, (()Baik B, (() Macor®, (☐) LDIG24, (() Pure Potassium Mica.
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