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a b s t r a c t
Using a novel in-situ laser ultrasonic technique, the evolution of longitudinal velocity was used to measure the
α − β transformation during cyclic heating and cooling in commercially pure titanium. In order to quantify the
transformation kinetics, it is shown that changes in texture can not be ignored. This is particularly important in
the case of titanium where signiﬁcant grain growth occurs in the β-phase leading to the ultrasonic wave sampling
a decreasing number of grains on each thermal treatment cycle. Electron backscatter diffraction measurements
made postmortem in the region where the ultrasonic pulse traveled were used to obtain an estimate of such
local texture and grain size changes. An analysis technique for including the anisotropy of wave velocity
depending on local texture is presented and shown to give self consistent results for the transformation kinetics.
© 2016 Elsevier Inc. All rights reserved.

1. Introduction
There are a number of challenges associated with the in-situ study of
the technologically important α − β phase transformation in titanium
and titanium alloys. Unlike the austenite-ferrite phase transformation
in steels, the volume change between the α-phase and β-phase is very
small rendering the measurement of transformation kinetics by
dilatometry a signiﬁcant challenge [1,2]. Like ultra-low alloyed steels,
the observation of the microstructure postmortem is also not a viable option for low alloyed titanium alloys as the β-phase cannot be retained to
room temperature. Direct observation of the transformation performed
in-situ at high temperature is possible [3], but limited to the extreme
surface of the specimen and unsuitable for the measurement of bulk
transformation kinetics. In-situ neutron or X-ray diffraction [4,5]
measurements made during continuous heating and cooling are
another option but are limited by the acquisition time of the technique
(particularly for neutron diffraction) [6] and by the rapid grain growth
that occurs in the β-phase at high temperature. In-situ electrical resistivity measurements have been shown to be viable for measurements in
commercially pure titanium since it provides accurate global kinetics
(α/β ratio); however, other techniques (e.g. XRD) are necessary to
obtain an absolute value of the α phase fraction [7,8].
In this work we have explored whether high-temperature in-situ
laser ultrasonic measurements could be suitable for the characterization
of the α-β phase transformation in commercially pure titanium. The
laser ultrasonic technique has been developed over the last three
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decades as a technique for the in-situ quantiﬁcation of microstructure
evolution in metals and alloys [9–11]. An advantage of this technique
over those described above is that it is performed within a Gleeble
(TM) thermomechanical simulator meaning that, in principle, microstructure evolution can be followed during complex thermomechanical
process routes. Using the fact that the ultrasonic velocity is a function of
a material's bulk elastic properties and density, which in titanium are affected by phase fraction and crystallographic texture, one can monitor
phase transformations [12,13] and recrystallization [14,15] in-situ.
Other properties, such as grain size, can be evaluated by following the
evolution of the signal's attenuation [16]. To date, the vast majority of
studies using laser ultrasonic have been limited to steels, [12–21],
though promising results have been also shown for nickel [22,23],
aluminum [24,25] zirconium [26] and tin alloys [27]. Two previous
studies have applied laser ultrasonic measurements to titanium alloys
[28,29]. One study used laser ultrasonics to measure the elastic
constants in Ti-H alloys [29] and the second was used to observe the
α-β phase transformation in Ti-6V-4Al [28]. While this later study
[28] showed the potential for laser ultrasonics to be sufﬁciently sensitive to observe the phase transition, no attempt was made to quantify
the transformation kinetics.
In the work presented here, laser ultrasonic measurements are
presented for the continuous heating and cooling of a commercially
pure titanium plate with the goal being to provide a quantitative assessment of the transformation kinetics. By performing experiments that
thermally cycled through the β transus, the kinetics of the α to β and
β to α-phase transformations could be assessed. Quantitative ex-situ
metallography and EBSD have also been used to evaluate grain size
and texture of the α-phase postmortem. The purpose of examining
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specimens after different numbers of thermal treatment cycles through
the β transus was to illustrate the importance of grain size (particularly
in the β-phase) and crystallographic texture on phase fraction. From
this, a systematic method is presented for analyzing the ultrasonic
velocity to obtain the fraction of α-phase and β-phase accounting for
the effects of material property and texture changes on phase transition.
2. Methodology
A commercially pure (99.7 wt% Ti) titanium (cp-Ti) plate purchased
from Alfa-Aesar was used for this study and was received in the
cold-rolled and annealed condition. The primary impurities in this
material were oxygen (1800 wt·ppm), iron (500 wt·ppm), nitrogen
(100 wt·ppm) and hydrogen (15 wt·ppm). The as-received microstructure of this material was composed of polygonal α grains with a
mean equivalent area diameter (EQAD) of 42 μm as determined by
EBSD. Thin plate specimens having dimensions of 60 × 10 × 3 mm
were machined from the as-received plate for the laser ultrasonic
experiments, with the plate's normal direction (ND) corresponding to
the smallest specimen dimension and the rolling direction (RD) to the
largest (Fig. 1).
Heat treatments and laser ultrasonic measurements were conducted
in a Gleeble 3500 thermomechanical simulator (Dynamic System Inc.
Poestenkill, NY) equipped with a Laser Ultrasonics for Metallurgy
(LUMet) sensor. The LUMet sensor is attached to the rear door of the
Gleeble chamber. A frequency-doubled Q-switched Nd:YAG laser with
a wavelength of 532 nm is used for the generation of a wide band
compressive ultrasonic pulse. The duration of the laser pulse is approximately 9 ns, it has a maximum energy of 72 mJ and up to 50 pulses
can be generated per second. The laser pulse produces a broadband
ultrasonic pulse by vaporizing a small quantity of material at the surface
(of the order of a micrometer per hundred laser pulses). The ultrasonic
pulse propagates back and forth through the thickness of the specimen
and its amplitude decreases by interacting with the material and its microstructure. Successive arrivals of the ultrasonic pulse at the generation
surface are detected with a frequency-stabilized Nd:YAG pulsed laser
which illuminates the surface with infrared radiation at a wavelength
of 1064 nm and a pulse duration of 90 μs. The infrared detection laser
that is reﬂected on the specimen surface is demodulated inside a
photo-refractive crystal using an active interferometer approach [30].
After only a few oscillations of the ultrasonic pulse between the two
parallel surfaces of the specimen, its intensity is only weakly diffused
in other directions and the ultrasonic properties measured are
representative of the average properties of the material over a volume
created by the surface of the laser spot (about 2 mm) multiplied by
the specimen thickness. Both generation and detection laser beams

are co-linearly aligned at the center length of the specimen. The time
required for the ultrasonic pulse to travel back and forth through the
specimen thickness is calculated using a cross correlation algorithm
applied on two echoes collected at the specimen surface. The velocity
is then computed by the ratio of the propagation distance by the time
between two echoes.
Prior to the tests, the specimen chamber was evacuated to 0.5 Pa.
The temperature of the specimen was measured and controlled with a
pair of K-type thermocouple wires spot-welded at the mid-length of
the specimen on the opposite side of the laser beams. Fig. 1 shows a
schematics illustration of the measurement conﬁguration for these
tests. Continuous heating and cooling cycles were conducted at a rate
of 3 °C/s. Three conditions were selected for monitoring the α/β transformation. As will be shown below, these cyclic thermal treatments
led to three distinct microstructures and textures allowing the
technique to be evaluated for a wide range of conditions. In the ﬁrst
set of tests the as-received material was continuously heated to
1000 °C followed by cooling to room temperature where the microstructure was observed. In a second set of tests, specimens were heated
to 1000 °C followed by cooling to room temperature. This same specimen was then subjected to the same cycle, the transformation kinetics
being monitored in the 2nd heating/cooling cycle and the microstructure observed after the 1st cycle. In the ﬁnal set of experiments,
specimens were cycled 4 times between room temperature and
950 °C. On the 5th cycle the transformation kinetics were monitored,
the microstructure being observed following the ﬁnal cooling. In the
third set of experiments it was decided to limit the upper temperature
to 950 °C so as to avoid excessive grain growth. The ﬁrst two sets of
tests were conducted to 1000 °C so as to allow for the ultrasonic velocity
to be monitored over as large a range of temperatures in the β-phase
as possible.
Specimens for scanning electron microscopy (SEM) and electron
backscatter diffraction (EBSD) observation were prepared by surface
grinding using 400, 600, 800, and 1200 grit silicon carbide papers
using water as a lubricant. The specimens surfaces were then mechanical polished using 6 μm and 1 μm diamond suspension followed by a
ﬁnishing step using a 5:1 (by volume) mixture of 0.05 μm colloidal silica
to 30 wt% hydrogen peroxide solution. SEM-EBSD observations were
made using a Carl Zeiss NTS Ltd. Sigma scanning electron microscope
with a ﬁeld emission source and an applied voltage of 20 kV. The
EBSD patterns were collected with a Digiview detector and indexed
using the EDAX TSL Orientation Imaging Microscopy (OIM) data collection software with a selected step size of 4 μm in the as-received specimen, and of 2 μm in both treated specimens. Using the EDAX TSL OIM
Analysis 6 software, grains were deﬁned as clusters of at least 5 points
in size and grain boundaries were identiﬁed using a disorientation

Fig. 1. Schematic of specimen in Gleeble with the normal direction (ND) aligned with the direction of wave propagation, the rolling direction (RD) aligned with the length of the specimen,
the transverse direction (TD) aligned with the width of the specimen, and the EBSD image plane is shown in grey lying in the plane deﬁned by the TD normal.
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angle of 5° or greater. The grain conﬁdence index standardization
method was employed to ensure indexed points with lower conﬁdence
indices that shared the same orientation as their surrounding grains
were not excluded. The area of each grain was extracted and the grain
sizes were taken as the diameter of a circle of equal area (EQAD) and
as diameter weighted by the grain area divided by the total area (d A).
The location of the prior β grain boundaries for the as-treated specimens
were estimated using the 6 reduced axis-angle pairs method as described by Wang et al. [31]. This approach allows for the approximate
reconstruction of the β grain structure from a fully α microstructure
by identifying special grain boundary disorientations between α grains
within a tolerance of ± 5°. The grain boundaries that do not share
special axis-angle relationships arising from the Burgers orientation
relationship between the α-phase and β-phase are considered as prior
β grain boundaries.
3. Results and discussion
3.1. Ex-situ metallography
Fig. 2 shows representative portions of inverse pole ﬁgure maps
measured for the specimens in the a) as-received state (AR), b) after 1
treatment cycle (1-cycle), and c) after 5 treatment cycles (5-cycles) of
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heat treatment. In each case the observations were made on the plane
normal to the TD direction at the center of the specimen. Moreover,
the location of observation was selected to coincide with the region
sampled by the ultrasonic pulse. Measurements were made in only
one two-dimensional plane. All the EBSD maps were ≥1.5 × 1.5 mm in
the plane of wave propagation (cf. Fig. 1). This includes a large fraction
of the grains that interacts with the ultrasonic pulse. This is important
so as to have the local texture for velocity prediction. The surface of
the specimens after high temperature treatment shows a slight blue
coloration which remains over the successive cycles. This coloration indicates the formation of a thin oxide at the surface of the specimens. No
variation of the microstructure between the near surface and the bulk of
the sample was however measurable by metallographic observation.
As can be seen in Fig. 2a, the as-received state is composed of polygonal grains, whose size is relatively homogeneous. In contrast, the
microstructure of the specimens subjected to 1 and 5 treatment cycles
(Fig. 2b and c) are composed of coarse grains with irregular grain
boundaries resulting from the cycling between the α and β-phases.
The grain size (d A and EQAD) for the three microstructure are reported
in Table 1 together with the total number of grains sampled for each
specimen. Note that the total area sampled is much larger than the
size of the representative maps shown in Fig. 2. After 1 treatment
cycle, a 3-fold increase in area weighted grain size (d A) is measured

Fig. 2. Representative inverse ND pole ﬁgure maps (ND-IPF maps, A = 6.49 × 105 μm2) showing the microstructure and microtexture in the: a) as-received state, b) after 1 treatment cycle,
c) after 5 treatment cycles. In a), b), and c) the area of observation corresponds to the region where the ultrasonic pulse was induced and measured. Note that these regions have been
cropped from much larger maps, the overall size of the parent map being given in Table 1.
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Table 1
Microstructural parameters of commercially pure titanium in the: as-received condition,
after 1 treatment cycle, after 5 treatment cycles.
Specimen cycles
of treatment

As-received
1 cycle
5 cycles

EQAD
(μm)

dA
(μm)

Grains
sampled

Overall map size
(106 μm2)

α

β

α

β

α

β

57
195
538

–
397
802

42
70
145

–
242
289

6371
846
316

–
60
67

8.67
3.24
5.23

for the α-phase, while after 5 treatment cycles an area weighted grain
size 9 times that of the as-received material was obtained.
Grain boundary disorientations for specimens following 1 treatment
cycle (Fig. 2b) and 5 treatment cycles (Fig. 2c) were calculated from the
grain orientations. Each boundary was selected according to the
classiﬁcation proposed by Wang et al. [31] with a tolerance of ± 5°.
The results of this analysis are shown in Fig. 3a and b where
coloured boundaries correspond to one of the 6 reduced axis-angle
pairs (provided in Table 2) that describe α/α boundaries in the case
where both crystals nucleated from the same β grain as distinct α
variants deﬁned by the Burgers orientation relationship. The black
grain boundaries do not share a special orientation relationship and
therefore are taken as the boundaries between α grains nucleated
from two different β grains. Assuming that the α grains nucleate at β
grain boundaries [32], the boundary between these two α grains can
be considered as the approximate location of a prior β grain boundary.
The resulting grain boundaries of the parent β-phase are given in
Fig. 3c and d for specimens after 1 and 5 treatment cycles respectively.
This method allows for the estimation of the mean EQAD of the β grains
for these two specimens, which are presented in Table 1. The β grain
size is estimated to be very large by this technique. After 1 treatment
cycle, a 7-fold increase in area weighted grain size (dA) is measured
for the β-phase when compared to the as-received grain size. After 5
treatment cycles, an area weighted grain size 14 times that of the asreceived material was obtained (cf. Table 1). This observation suggests
extensive grain growth occurring above the β transus, which has been
observed before for commercially pure titanium [3].
Fig. 4 shows the pole ﬁgures extracted from the full set of EBSD
measurements (cf. Table 1) for specimens in the as-received state,
after 1 treatment cycle and after 5 treatment cycles. The initial

Table 2
Reduced axis/angle pairs for each type of α/α boundaries that can result from the same
parent β grain [31].
Type

Axis

Angle

1
2
3
4
5
6

I
 0]
[1 1 2
 13 31 8]
[18
 5 5 3]

[10
 11 0]
[8 19

0°
60°
60.83°
63.26°
90°
10.53°

[0 0 0 1]

Color

as-received texture shown in Fig. 4a has a near basal texture with a distinct split around the rolling direction, characteristic of a microstructure
initially cold-rolled and annealed [3,33]. The spotty textures observed
after 1 cycle and after 5 cycles in Fig. 4b and c are characteristic of the
coarse α grain size given in Table 1.
3.2. Evaluation of the ultrasonic velocity
Fig. 5 presents the ultrasonic velocity measured during the 1st, 2nd,
and 5th thermal cycles. The velocity in the α-phase is observed to
decrease linearly with temperature as expected based on the change
in density [34] and elastic constants [35,36]. In all cases, the linear
portion of the heating segment of the curves was observed up until a
temperature of approximately 885 °C, this being close to the expected
equilibrium β transus temperature for pure titanium of 882 °C [37].
Similarly, a linear increase of velocity with decreasing temperature
was observed in the α-phase for temperatures below ~850 °C. At high
temperature, the β-phase exhibits a weakly temperature dependent ultrasonic velocity, this being consistent with previous experiments [36].
The velocity in the α-phase is measurably higher at 700 °C in the
heating stage of the 1st cycle compared to the value observed at
700 °C after cooling. This difference suggests a strong evolution of the
texture during the α → β → α transitions, this being consistent with the
texture and grain size changes shown in Fig. 4a and b. Aside from
as-received specimen, the velocity measured at 700 °C for all other
conditions (on heating and on cooling) were found to be the same
within experimental error. This suggests that, while the texture change
on the 1st treatment cycle strongly affects the velocity measurement,
subsequent texture changes on heating/cooling do not. In contrast, the
absolute value of the velocity of the β-phase measured, for example,

Fig. 3. Grain boundary maps demonstrating: a) the α/α and b) prior β special boundary map of a specimen after 1 treatment cycle, and c) the α/α and d) prior β special boundary map of a
specimen after 5 treatment cycles.
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Fig. 4. Pole ﬁgures showing texture in the: a) as-received state, b) after 1 treatment cycle, c) after 5 treatment cycles

at 920 °C was found to vary strongly from one experiment to another.
Repetitions of the 1 cycle experiment (Fig. 5d) showed a wide
range of ﬁnal velocities of the β-phase. As will be discussed below,
this specimen-to-specimen variation is indicative of statistical scatter
arising from having few grains in the measurement volume. The increasing grain size observed upon repeated cycling was demonstrated

in the ex-situ results, and as a consequence, the number of grains
sampled in the volume scanned by the ultrasonic is also reduced
(cf. Table 1).
To extract the phase transformation kinetics from the measurements shown in Fig. 5, a model is required that combines the temperature dependence of the density and elastic constants. The temperature

Fig. 5. Comparison of calculated velocity values to LUMet observations for heating and cooling of the a) 1st treatment cycle, b) 2nd treatment cycle, and c) 5th treatment cycle, along with
d) a compilation of velocity proﬁles demonstrating the variation in β velocity following heating in the 1st cycle
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variation of the density of the α-phase and β-phase was estimated
based on the CALPHAD approach described in Lu et al. [34]. The
temperature dependence of the ﬁve independent elastic constants
of the α-phase for pure titanium were obtained by linearization of
the data provided by Ogi et al. [36], and Fisher and Renken [35].
To calculate the polycrystalline ultrasonic velocity of the α-phase,
the polycrystalline averaged stiffness tensor was calculated. To do
this, the EBSD measured texture (Fig. 4) was used to construct a
discrete orientation distribution function, and from this and the temperature dependent single crystal elastic constants, the Hill average
polycrystalline stiffness tensor was computed [38]. The Cristoffel
tensor was next constructed from the polycrystalline stiffness tensor
and the pressure wave modulus, λHill
1 , α , obtained as the appropriate
eigenvalue [39].
The single crystal elastic constants for unalloyed β-phase in Ti have
been reported by Fisher and Dever [40]. These experiments as well as
those of Senkov et al. [29] point to a very low temperature dependence
for the β-phase. Notably, the results also show a very high elastic anisotropy with 2C44/(C11 − C12) ≈4.8 [35]. As with the α-phase, one can calculate the expected ultrasonic velocity knowing the elastic constants
only if the crystallographic texture is also known. In the present work,
the texture of the β-phase could not be directly evaluated. Lacking this
data, it was decided to ﬁx the value of the pressure wave modulus for
the β-phase, λpoly
1 , β , based on the experimentally observed velocity at
1000 °C. The temperature dependence of λpoly
1 , β was then ﬁt to the
experiments. Averaging the slope of the velocity-temperature plot for
all runs within the fully β condition led to a temperature dependence
of −0.0001 mm·μs−1 · °C −1. This was therefore used in the model as
the temperature dependence of the velocity in the β-phase.
To calculate the ultrasonic velocity in the regime where two
phases co-exist, one must make an assumption regarding the way
in which the velocities of the individual phases contribute. As pointed out by Kruger and Damm [13], the predicted velocity is only
weakly dependent on the assumed averaging scheme when the
density and moduli are similar. In the present alloy, the percent differences in the modulus and densities of the α-phase and β-phase
are 6.8% and 0.18 %, respectively when calculated at the β-transus
temperature under a polycrystalline aggregate assumption. Given
these small differences we follow the assumption of Kruger and
Damm [13] and assume a simple linear addition law,


vmix ¼ 1− f β vα þ f β vβ
 λHill
1;α
¼ 1−f β
ρα


!1=2
þ fβ

ð1Þ
λpoly
1;β

!1=2
:

ρβ

ð2Þ

poly
Using the values of λHill
1 , α, λ1 , β , ρα and ρβ as described above, the
only unknown parameter is the volume fraction of the β-phase, fβ.
To simplify ﬁtting the experimental data, the variation of fβ with
temperature was assumed to vary sigmoidally:

fβ ¼

1
½1 þ eð−A1 ðT−A2 ÞÞ 

ð3Þ

Table 3
Best ﬁt values of the adjustable parameters (A1 and A2) in Eq. (3) obtained by comparing
during ﬁtting the heating and cooling portions of the experimental data in Fig. 5 for
the 1st, 2nd, and 5th cycles.
Cycle

Heating

Cooling

A1

A2

A1

A2

1st
2nd
5th

0.219
0.166
0.166

908
903
899

0.260
0.361
0.260

871
868
872

Fig. 6. α → β and β → α phase transformation kinetics obtained from Eq. (3) using the
parameters given in Table 3 for specimens during the 1st, 2nd and 5th cycle, respectively

where A1 and A2 are adjustable parameters, and T is temperature in °C.
The optimal values of adjustable parameters for each cycle are shown
in Table 3.
Fig. 5a compares the experimentally measured and numerically
predicted ultrasonic velocities (via Eq. (2)). Fig. 6 shows that the
transformation kinetics required to ﬁt the experiments (via Eq. (3))
are nearly the same for the all of the heating cycles and all of the cooling
cycles, as one would expect. The simple model described above, accounting for the temperature dependence of the material properties,
texture, and phase fraction, adequately describes the variation of ultrasonic velocity during cooling in each of the cycles shown in Fig. 5. In the
case of the 5-cycle specimen during the heating stage one sees a discrepancy between the temperature dependence of the velocity in the
α-phase during heating. As noted above, for this specimen the texture
of the α-phase was measured only after the 5th treatment cycle, not
before. This result would suggest that the texture before and after the
5th treatment cycle was not the same, leading to the good prediction
of the velocity in the α-phase on cooling but a poor ﬁt on heating. If
this was the case, then one might expect the same problem in the case
of the specimen cycled twice where the texture was measured prior
to, but not after, the thermal cycle. Another factor must be considered
in this analysis, however. Examining the data in Table 1, one sees that
the α grain size increases drastically between the 2nd and 5th treatment cycle. This suggests that the discrepancy in the model ﬁt to the
heating and cooling segments of the 5th treatment cycle comes from
the sampling of too few grains in the α-phase. This leads to incomplete
statistical sampling of the texture and the unsuitability of the texture
measured after the cycle as a replacement for the texture before the
cycle. Conversely, the α-phase area weighted grain size in the case of
the specimen after one treatment cycle is only approximately one
third of the grain size after 5 treatment cycles.
A more drastic discrepancy between the model and experiments
occurred during the α → β transformation on heating during the 1st
cycle. In this case the experiments reveal a surprising variation in the
velocity, its value ﬁrst dropping before once again increasing. This result
was reproduced on 3 specimens, though as noted above, the ﬁnal high
temperature velocity of the β-phase varied strongly from one specimen
to the next (cf. Fig. 5d). One interpretation of this result could be that the
α → β transformation does not ﬁnish until the end of the strong increase
in velocity following the minimum at 922 °C. This, however, would suggest a drastically different transformation kinetics of the transformation
on the ﬁrst heating compared to all of the other specimens studied. If,
however, one considers the bottom of the minimum in velocity as the
end of the transformation, then one ﬁnds very close agreement for the
transformation kinetics with the other two conditions during heating.
This observation suggests that another mechanism is more likely to
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cause the strong increase in velocity in the β-phase following the end of
the transformation. It is notable that this increase in velocity continues
to the highest temperature monitored, this temperature dependence
being abnormal compared to the other two specimens.
One possible explanation for the rapid increase in velocity is that
it is due to the very rapid grain growth that has been reported in
the β-phase just following the completion of the phase transformation
[3,41]. The α grain size of the as-received material was shown in
Table 1 to be 42 μm while the back-constructed β grain size after the
1st treatment cycle was estimated to be ~ 242 μm. As shown by the
in-situ EBSD observations of Seward et al. [3], the formation of the
β-phase occurs both within the grain and from the α/α grain boundaries simultaneously. They were able to observe directly and in-situ a
drastic evolution in both the grain size and texture of the β-phase. Signiﬁcantly, the texture at the end of the α → β transformation has been
noted to be strongly cube-like, this texture having a very low longitudinal wave velocity [3,42,43]. Using the single crystal elastic constants
from Fisher and Dever [40] at 1000 °C a lower-bound velocity of
5.139 mm/μs would be expected for propagation along a b100N direction. The fact that all tests performed showed very similar values of
the minimum in velocity would be consistent with all specimens
transforming to a similar cube texture on the 1st heating cycle. The scatter in the velocities of the β-phase at high temperature would also be
consistent with this interpretation as this is what would be expected
to arise from the large elastic anisotropy of the β-phase combined
with statistical scatter in texture as the number of grains sampled by
the ultrasonic wave decreases with further grain growth. In addition,
the range of temperature for the α → β and β → α transformation does
not vary signiﬁcantly between the successive cycles. This observation
indicates that the dissolution of oxygen at the near surface of the sample
is not signiﬁcant and can therefore be neglected.

4. Conclusion
The ultrasonic velocity has been shown to be sensitive to α → β and
β → α transformation in commercially pure titanium, despite the similarity of density and elastic modulus of the two phases. Converting
this ultrasonic velocity to a phase fraction is, however, complicated by
the effect of a strong starting texture and extensive grain growth in
the β-phase. Under such conditions it is shown that one needs to accurately incorporate the local texture into the analysis in order for one to
predict the experimentally measured ultrasonic velocity from known
material properties. For tests where the texture is well known, e.g. in
cases where we were able to measure the texture on cooling, an excellent agreement between the predicted and measured velocity could be
obtained. In contrast, the variation of ultrasonic velocity in cases where
the texture was not well known led to an inability to directly match the
simulation results. Most notably, the non-monotonic variation of the
velocity with temperature during the 1st treatment cycle was attributed
to a velocity change caused ﬁrst by the phase transformation (decrease
in velocity) followed by rapid grain growth in the β-phase (increase in
velocity). This change is qualitatively consistent with the recent
observations of the α→ β transformation by in-situ EBSD [3].
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