




 
 

 
 
 
Fig. 6. Average pore size for scaffolds fabricated with the quenching (4.1ºC/min) and the 
constant cooling rate technique (0.9, 0.7, 0.6ºC/min) in the small stainless steel pans.  
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Fig. 7. Sheet-to-sheet variability of the mean pore size of three CG scaffolds produced with an 
average shelf freezing rate of 0.9ºC/min.  
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Fig. 8(a)  
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Fig. 8(b) 
 
Fig. 8. Analysis of pore structure at five locations throughout the CG scaffold in both the 
longitudinal and transverse planes of scaffolds produced using quenching (Fig. 8a) and the 
constant cooling rate technique (0.9ºC/min) (Fig. 8b). Scaffolds manufactured through quenching 
showed an average pore size of 114.9 ± 17.7µm and 102.7 ± 18.6µm, while scaffolds produced 
using the constant cooling rate technique had an average pore size of 96.8 ± 11.1µm and 94.5 ± 
13.9µm in the longitudinal and transverse planes, respectively. 


