
metals

Review

Spark Plasma Sintering of Titanium Aluminides:
A Progress Review on Processing, Structure-Property
Relations, Alloy Development and Challenges

Ntebogeng F. Mogale * and Wallace R. Matizamhuka

Department of Metallurgical Engineering, Vaal University of Technology, Vanderbijlpark 1911, South Africa;
wallace@vut.ac.za
* Correspondence: ntebogeng.mogale@yahoo.co.za

Received: 1 May 2020; Accepted: 5 June 2020; Published: 11 August 2020
����������
�������

Abstract: Titanium aluminides (TiAl) have the potential of substituting nickel-based superalloys
(NBSAs) in the aerospace industries owing to their lightweight, good mechanical and oxidation
properties. Functional simplicity, control of sintering parameters, exceptional sintering speeds, high
reproducibility, consistency and safety are the main benefits of spark plasma sintering (SPS) over
conventional methods. Though TiAl exhibit excellent high temperature properties, SPS has been
employed to improve on the poor ductility at room temperature. Powder metallurgical processing
techniques used to promote the formation of refined, homogeneous and contaminant-free structures,
favouring improvements in ductility and other properties are discussed. This article further reviews
published work on phase constituents, microstructures, alloy developments and mechanical properties
of TiAl alloys produced by SPS. Finally, an overview of challenges in as far as the implementation of
TiAl in industries of interest are highlighted.

Keywords: titanium aluminide; spark plasma sintering; microstructure; mechanical properties;
alloy development

1. Introduction

Titanium-based intermetallics can be defined as metallic materials consisting of approximate
stochiometric ratios in ordered crystal structures [1]. These have properties such as low densities and
high melting points, good high-temperature strength, resistance to oxidation and creep [2]. The research
interest in intermetallics for at least the past 30 years according to Muktinutalapati & Nageswara [3]
has been due to the need to replace the previously used NBSAs (8–8.5 g/cm3 in density) with lower
density (4–7 g/cm3) materials, saving about 55% of the weight gain of turbine engines [4].

Much attention was given to titanium (Ti) and nickel-based aluminides amongst many others.
Of interest for this research work is titanium aluminides (TiAl). According to Muktinutalapati and
Nageswara, intermetallics around TiAl can be classified into two-alpha (α2)-Ti3Al and gamma (γ)-TiAl
phase. The greatest disadvantage of α2-Ti3Al is poor toughness and fatigue crack growth, shifting
much research and development more on γ-TiAl. These possess properties which include good creep
and oxidation properties at elevated temperature applications, low densities (3.9–4.2 g/cm3 varying
with composition), high stiffness and yield strength [5].

It has been over 20 years since the successful implementation of gamma titanium aluminide
(γ-TiAl) alloys in aerospace components produced by companies such as General Electric Aircraft
Engines, Pratt and Whitney and Rolls Royce [6–8]. The alloys have been employed in various aerospace
components such as rotating and static engine components used in turbines, compressors, combustors,
and nozzles. Research development of such alloys over the years primarily focused on the refinement
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of microstructure and improvement of properties, particularly ductility and formability, through
compositional optimisations and application of various processing technologies.

Compositional variations including controlling gaseous impurities such as oxygen (O) and
nitrogen (N), and the addition of chromium (Cr) and manganese (Mn) to TiAl alloys have been
previously addressed with the aim of ductility improvement [9–11]. Furthermore, employing wrought
processing techniques followed by post-treatments have also been extensively experimented [12–14].
However, microstructural inconsistencies resulting from solidification and phase transformations
further deteriorate and scatter the mechanical properties of the alloys [15,16]. Spark plasma sintering
(SPS) presents an opportunity to consolidate metallic powder materials without the deviations
mentioned above. The process employs DC pulses of high intensity and pressure to achieve the
required sintering temperature under a specified time. The SPS technique has been used in a large
number of investigations and has advantages compared to traditional techniques such as shorter
holding times, lower sintering temperatures and marked increases on the properties of materials [17–19].
This work is a summary of the progress, advances and challenges in the production and implementation
of spark plasma sintered γ-TiAl alloys.

2. Powder Metallurgical Processing of γ-TiAl Alloys

2.1. Gas Atomization (GA)

The current preferred method for mass production of metallic powders consolidated using various
methods including SPS is GA [20,21]. Although GA is said [21] to be more costly compared to water
atomization, improved yields of spherical powders are achieved aiding flowability. The conventional
basic operation of gas atomisation (GA) is illustrated in Figure 1. During GA, the metal or alloy is
melted inside a crucible, followed by pouring the stream of hot metal liquid and finally pulverizing
using a pressurized gas jet. The solidified metal droplets are then accumulated at the powder container
for collection. According to Martín et al. [21], processing parameters such as the melt temperature and
flow, nozzle type and gas purity and pressure affect the powder size and quality.
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Figure 1. Gas atomisation (GA) schematic, reproduced from [22], with permission from Elsevier, 2019.

The production of γ-TiAl powders using GA is rather challenging. This can be ascribed to the
high reactivity of the melt with the crucible lining material and the high impurity gas pick-up of the
melt, atomized droplets and the hot powder particles [23]. As a result, cold-crucible or crucible-free
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techniques such as electrode induction melting gas atomization (EIGA) and plasma melting induction
guiding gas atomization (PIGA) can be employed. For further reading on these techniques, the reader
is referred to [24–26].

Powder characteristics of concern during the GA production of γ-TiAl affecting powder quality are
particle size distributions, gaseous impurity levels and cooling rates [23]. The morphology of powders
produced using GA, as shown in Figure 2, is spherical despite the particle size. Spherical powders
are beneficial to subsequent PM processes, promoting flowability and packing density. The level of
impurity gases such as O and N in GA produced powders can impair the mechanical properties after
consolidation. Furthermore, oxide or nitride layers on powder surfaces may hinder compaction [23].
Minimal gas entrapment can be achieved by using an inert gas atmosphere during powder alloy
atomization and handling. Finally, GA employs high cooling rates enhancing microstructural and
compositional uniformity.
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Figure 2. Scanning electron microscope (SEM) images of GA produced Ti4522XD powders with
sizes: (a) d < 45 µm; (b) 45 µm < d < 100 µm; and (c) 100 µm < d < 150 µm, reproduced from [21],
with permission from John Wiley and Sons, 2020.

Several studies involving the use of GA and SPS have been carried out to date [27–30]. Gu et al. [27]
fabricated pre-alloyed (PA) Ti–43Al–5Nb–2V–Y (at. %) powders utilizing the PIGA technique and
densified the powders at different temperatures by SPS. The morphology of the varying particle
size (50–120 µm) PA powders was reported as spherical with satellite particles. Moreover, a cellular
dendritic interior microstructure was observed, a characteristic microstructure of rapidly solidified
metal droplets. In a related study, Liu and associates [28] studied the size-dependency on structural
properties of a Ti–48Al–2Cr–8Nb (at. %) powder alloy produced using EIGA for PM and additive
manufacturing technologies. It was found that decreasing the powder particle size decreased the
content of the γ and increased that of α2-phase.

2.2. Mechanical Milling (MM)

PA powder can be effectively manufactured using MM [31]. As stated by Xiao et al., MM aids
solid diffusion and rapid compound formation. In work done by Hadef [32]; it is stated that milling
includes grinding through impact, compression and attrition. During MM experiments, powders are
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introduced in required proportions into hardened steel (typically tungsten carbide, stainless steel and
zirconia) vial along with milling balls of a selected size. Voluntarily, a process control agent (PCA)
is also added to aid in minimising cold welding and lump formation. Collisions between the wall
of the vial and the contents thereof exist at high frequencies and velocities, effectively milling the
powder contained [33]. Milling time and speed, vial type, milling media, ball-to-powder weight ratio
(BPR), milling atmosphere and the level of vial filling are parameters affecting the ultimate powder
mix constituents.

Extensive research has been devoted over the years to study the effect of the various milling
parameters on the constitution of the ultimate powder mix [34,35]. Oehring et al. [36], investigated the
milling process of elemental Ti–Al powder blends using detailed X-ray diffraction (XRD) analysis and
found that a dual mixture of hcp solid solution and an amorphous phase in alloy Ti50Al50 exist at lower
milling intensities. Oehring et al. also found that energetic destabilisation of present phases occurring
during milling results in the final observed intermetallic compounds. Zhang et al. [37] studied phase
formation during milling of Ti–75Al powder mixtures using XRD analysis and concluded that a solid
solution of Al(Ti) formed as a result diffusion of Ti into Al during the early milling stages. In addition
to the study findings, an L12 ordered Al3Ti phase with an average phase grain size of 18 nm was
formed with extended milling time.

Wang et al. [38] studied the effects of SPS temperature and mechanical milling treatment parameters
on the phase constitution and microstructure. The as-atomised powder following SPS at 1200 ◦C
showed microstructural inhomogeneities consisting of α2 and γ and some lamella colonies as compared
to the homogeneous, fully dense MM powder. Additionally, it was found that extended milling times
and speeds during MM attribute to the uniform distribution of the phases present.

Double mechanical milling (DMM) has recently gained attention [39,40] and involves two milling
stages. The initial stage normally entails mixing of the elemental powders at low speeds, followed by
high-energy ball milling at higher speeds for a shorter interval. Optionally, the powder mix is removed
from the vial and heat-treated in a controlled atmosphere before the final milling stage at higher
speeds and longer intervals. In a study employing DMM on TiAl alloys [40], the authors reported the
formation of a regular shaped powder with a particle size decrease from a maximum of 80 to 40 µm
after the final milling stage. Consequently, peak broadening was observed and can be attributed to the
reactions and interdiffusion occurring between phases. In a similar study Shulong et al. [39] obtained
an ultrafine regular powder morphology after DMM with sizes in the range of 20–40 µm.

2.3. Mechanical Alloying (MA)

The process of mechanical alloying (MA) involves loading of PA or elemental powders inside a
high energy ball mill and the usage of grinding media to repeatedly cold weld, fracture and reweld
powder particles [41]. Parameters including time, speed and BPR [42] are optimised to control and
balance the resultant powder particle sizes. PCA are inorganic compounds [43] often used in MA of
ductile metals to prevent agglomeration of powder particles. According to Suryanarayana [41], adding
1–2 wt. % of PCA can prevent excessive cold welding or agglomeration of the individual powders
on the grinding media and the milling vessel. The working principles of MA involve the excessive
deformation of powder particles through work hardening and flattening of colliding or contacting
ductile particles using grinding media. In addition, intermetallic compounds are refined and fractured,
while oxide dispersoids comminuted.

MA has proven to be effective in the production of non-equilibrium and nanostructured TiAl
alloys [44–46]. Some of the successful developments in TiAl research through MA include the ability
to produce fine-grained alloys [47], although some shortcomings, such as gas contamination [48] still
need to be overcome. Sim et al. [46] found that alloys sintered from a 40 h MA powder showed
promising yielding and ultimate strength in compression. The reported yielding and ultimate strength
values from the previous study were as high as 1644 and 2542 MPa, respectively. Failure strains at
both ambient temperatures and 650 ◦C were 31.3% and 55.3%. Forouzanmehr and colleagues [45]
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found that the milling of Ti–50Al (at. %) powder mixture formed a Ti(Al) solid solution earlier in
milling, followed by a transformation of the amorphous structure to a Ti(Al) that is supersaturated
with longer milling durations. Additionally, further annealing treatment for the amorphous and the
supersaturated Ti(Al), formed a nanocrystalline TiAl intermetallic compound with an ultrafine grain
size of ~50 nm and a microhardness value of ~11.67 GPa.

To limit elevated temperature grain growth in γ-TiAl and other PA powders, Bohn et al. [47]
found that the addition of Si to Ti powders (resulting in precipitates of Ti5(Si,Al)3 embedding on
grain boundaries of γ-TiAl matrix) gave refined microstructures with a grain size ranging from
160–480 nm for the matrix and 80–190 nm for the precipitates. To produce low contaminated TiAl
powder, Bhattacharya et al. [48] found planetary ball billing to have to increase O contents. At the
same time, insignificant impurity levels (O pick-up of ≈ 0.014 wt. % and N pick-up of 0.031 wt. %)
were observed in attrition milled powders. However, in both cases, the powders used were handled in
a glovebox with purified Ar atmosphere.

2.4. Cryomilling (CM)

Another interesting PM technique that evolved as a modification of the conventional high energy
ball milling is cryomilling (CM). The process involves soaking grinding media in a cryogenic liquid
(such as N) while optimising processing parameters to minimise recovery and recrystallisation, resulting
in ultra-refined grain structures [49]. According to Lavernia et al., benefits of employing CM over
traditional milling include the reduction of cold welding and powder agglomeration to the grinding
media producing effective milling outcomes, limited powder oxidation occurrences and reduced
milling times. Consolidation is required after CM processing, allowing the exploration of studies on
phase and microstructural evolutions as a function of properties, comparable to those produced using
conventional ball milling.

Figure 3 shows the basic setup used for CM. The apparatus involves thermocouples used to
monitor the mill and ensure a constant cryogenic liquid level, thus maintaining a constant milling
environment [50]. Additionally, the cryogenic liquid is in constant circulation into the mill with excess
liquid drained through a particle filtering blower, enabling powder particle entrainment in the gas
flow. Compatibly, the setup comprises of opening and closing valves to ease the flow of the cryogenic
liquid and are monitored by temperature fluctuations above the slurry level. Some of the implemented
configurations, according to Witkin & Lavernia, are 101 attritor mills used at the University of California
in Davis, charging up to 1 kg of powder and the commercialised 35 kg capacity attritor mill sponsored
by" Boeing’s Rocketdyne division.
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Several recent studies [51–54] have been devoted to understanding the processing and behaviour
of nanostructured TiAl alloys produced using CM and SPS. Shanmugasundaram et al. [52], investigated
the densification and microstructure of a γ-TiAl alloy produced using gas atomised CM powder and
consolidated using SPS at 1050 and 1200 ◦C. CM resulted in a 100% powder yield, reduced particle
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(2–50 µm) and crystalline sizes (40 nm). Although the alloy fully densified at 1200 ◦C, 8 h of CM
resulted in a decrease in the sintering temperature. The obtained refined microstructure (with grain
sizes of 0.9 and 0.6 µm at 1200 and 1050 ◦C) consisted of γ and α2, with volume fraction of the later
found to be dependent on the sintering temperature and O content. Deng et al. [51] obtained an
ultrafine-grained FL and near γ microstructure promoted by CM and varying sintering temperatures
of 900, 1000 and 1100 ◦C, respectively. The authors found that sintering at 1000 ◦C produced excellent
compression properties, with yield strengths as high as 1575 MPa RT and 955 MPa at 850 ◦C.

3. Powder Consolidation by SPS

3.1. Basic Operating Principles

SPS, also referred to as field assisted sintering technique is a powder metallurgy (PM) method
used to consolidate powders subjected to applied current and pressure [17]. As stated by Munir et al.,
the practice (schematically shown in Figure 4) employs uniaxial pressure and pulsed high direct current
to consolidate powders. The science behind the successful consolidation of the powders is attributed
to the sufficient generation of Joule heating [55], employing voltages below 10V and currents as high
as 10 kA in conjunction with the electrically conductive tool materials used in the set-up. The widely
used SPS technique has advantages compared to conventional manufacturing techniques such as
hot-pressing, pressureless sintering, laser sintering and hot isostatic pressing (HIP). These advantages
include shorter holding times, lower sintering temperatures and marked increases in the properties of
materials [18,19,56].
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from John Wiley and Sons, 2014.

3.2. Mechanisms of Sintering in SPS

The complex mechanisms and theories involved in SPS are as a result of electrical, thermal
and mechanical effects [55]. Of the vast available models and theories, the standard and accepted
involves effects due to joule heating, plasma generation and electroplasticity [58,59]. According
to Matizamhuka [58], the electrical effects are related to the electrical properties of the powders.
Furthermore, electrically conductive powders allow smooth current flow and are heated by the
“Joule effect” and transferred to the bulk of the powder by conduction. The formation of necks between
the powder particles through cleaning of powder surfaces, welding and vaporization is enhanced by
the electric current flow through particles when pressure is applied [60]. Additionally, the electric
current pulses produced during SPS are said to accelerate the densification kinetics existing between
powder particle necks. The formation of arcs and plasma between powder particles promotes localized
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melting in amorphous material jet-form between spherical nanosized ceramic particles [61], through
liquid wetting [62] and partial melting in W and ZrB2 ceramic particles [63].

The mechanical effects promoting densification are related to the quasi-static compressive stress
applied in SPS [55]. This results in better particle contact, altering the morphology and amount of
contacting particles and further enhancing the existing densification kinetics related to viscous flow,
lattice, and grain boundary diffusion. Alternatively, new mechanisms like grain boundary sliding or
deformation plastically can be activated [64]. The most common thermal factor promoting densification
during SPS is the heating rate. In the study conducted by Olevsky and colleagues [65], high heating
rates reduced noncontributing surface diffusion, favoring sinterability and intensifying densification
by grain boundary diffusion. Furthermore, high rates of heating were found to retard grain growth.

3.3. SPS Modeling for Complex-Net Shaping

Advanced nanomaterials can potentially be manufactured using SPS owing to the impressive
characteristics offered by the process. These include pressures as high as 100 MPa, temperatures of
up to 2500 ◦C, heating rates ranging up to 1000 K.min−1 and pulsed electric current readings of a few
thousand amperes [66]. Despite these benefits, the challenge of manufacturing complex shapes beyond
the traditional 2-D parts remains. This is due to the homogeneity variations experienced during the
densification of components having high thickness regions, wherein the thicker regions require more
shrinkage compared to the rest of the component [66,67]. To date, various models have been employed
in SPS to overcome those, as mentioned earlier. These include modified punch designs [68], controlling
punch displacement through the usage of sacrificial materials [69], deformed interface approach [70],
finite element method (FEM) [67,71], and the controllable interface approach [66].

Voisin et al. [68], produced two GA γ-TiAl alloys to the nominal composition of Ti49.92Al48W2B0.08

and Ti48Al48Cr2Nb2 using SPS. Difficulty was experienced in as far as shaping a blade with a thick root
and a thin foil, raising the need to design a mold of graphite (in Figure 5) consisting of a multiple punch
assembly, the matrix and cylindrical pieces. The FEM was later employed to control the temperature at
each point in the sample [72]. An 80 mm long blade was obtained by employing models in Figure 5
and FEM. The FEM was proven [71] to be reliable for qualitative predictions of powder sample grain
growth and densification kinetics in SPS with a given temperature regime.
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of the mold, reproduced from [68], with permission from John Wiley and Sons, 2015.

Alternatively, a sacrificial material (such as in Figure 6) can be used to achieve complex part
homogeneity. According to Manière and colleagues [69], this approach presents advantages such
as possibilities of fully densifying parts of varying thickness complexities, even stress distributions
as a result of shrinkage uniformity at all points on the sample and control over the final part shape.
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Unfortunately, this approach has shortcomings related to material losses of the sacrificial component
and the limitations of the number of thickness variations.Metals 2020, 10, x FOR PEER REVIEW 8 of 23 
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reproduced from [69], with permission from Elsevier, 2016.

Commonly known as the "DEFORMINT" approach, the deformed interfaces method involves
assembling a minimum of two porous materials (i.e., porous bodies or powder beds) separated by single
or multiple interfaces [70]. Manière et al. described that the simple geometry on the outside (i.e., often
cylindrical) is obtained by assembling a porous complex shape that is covered by a separation material
and surrounded by an additional porous sacrificial material, that is the reverse of the initial shape.
The detailed process steps for the deformed interfaces method are shown in Figure 7, and consists of
the reproduction of porous assembly materials, densification of the assembly materials and sacrificial
parts removal. Successful implementation of this method includes a 98% densification of a highly
complex CoNiCrAlY alloy turbine blade developed by Manière et al. [70].
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assembly, sintering, and the separation of the sacrificial tools, (b) imprint in powder bed approach,
(c) graphite foil approach. reproduced from [70], with permission from Elsevier, 2017.
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Finally, the recent controllable interface approach combines the adjustable interface
thermal/electrical fluxes and the DEFORMINT approach. The controllable interface approach has
been successfully used to manufacture 40 mm nickel gears [66], and the process steps (in Figure 8) for
this consisted of powder loading into the assembly, SPS densification, removal of densified gear and
polishing. SPS is modified by this approach through multiple die tooling, improving on the production
number of complex shapes.
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3.4. Carburation at High Temperature during SPS

One of the major challenges during the processing of materials using SPS is carbon (C)
contamination experienced at high temperatures, also known as carburation. For this reason, caution
should be taken when selecting tooling materials. Pressing tools are generally covered with graphite
foils/sheets to ease sample removal subsequent to SPS [73,74]. Therefore, at temperatures above
600 ◦C, reactions between the graphite covered tools and the O present in the sample may occur.
Excess O, as stated by Franceschin et al. [73], can arise from the gaseous sintering atmosphere or
moisture. The vigorous gaseous transportation occurring between the sample and the graphite mold
may encourage the precipitation of C or carbides [55].

The effects of carburation on SPS manufactured materials are numerous. Waseem et al. [75]
characterized a TixWTaVCr alloy synthesized using SPS and detected up to 0.83 wt. % of C during
gas fusion analysis. The presence of C was ascribed to the diffusion of graphite into the samples
during SPS. Furthermore, the presence of a TiC phase was observed during XRD analysis resulting in a
~30 µm thick layer on the surface of the samples. Moreover, the availability of TiC may be beneficial,
improving on the resistance to irradiation and high heat fluxes. Meir et al. [76] showed that during
the SPS densification of a magnesia–aluminate spinel, carbide precipitation was enhanced by the
C containing atmosphere from the SPS apparatus. Carbide precipitation was found to impair light
transmittance and even opacity in LiF-free samples. Additionally, volatile (CF)n species were formed
at high temperatures due to the interaction between C and LiF vapor.

Of much interest to this paper is carburation in TiAl alloys manufactured using SPS. Martin et al. [77]
fully densified a commercial 48-2-2 TiAl powder by SPS and developed a two-fold protocol to obtain
the desired microstructure and avoid TiC formation. Firstly, 8 and 10 mm samples were densified at
1200 ◦C below 50 MPa to obtain fully densified compacts with minimal (less than 1 µm) growth of the
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TiC layer. Secondly, the sample was introduced into a 36 mm inner diameter graphite mold, avoiding
any contact between the sample and mold walls. Lastly, an annealing treatment for 5 min at 1360 ◦C
was carried out with minimal load application to promote current conduction. TiC layer formation
was achieved through avoiding mutual contact between the mold walls and the sample.

To avoid carburation, graphite pressing tools can be reinforced with C fibers to improve on the
mechanical strength [78]. Additionally, double-walled tools with inner ceramic die and an outer
graphite covering may be employed. Tooling material made from refractories and steel such as silica,
alumina, concrete, TNZ molybdenum and copper-beryllium alloys may be such employed at sintering
temperatures below 1000 ◦C [79,80]. Finally, the graphite tools can be separated from the sample by
using foil layers such as hexagonal boron nitride [81] or alumina [82].

4. Crystallographic Phases and Microstructures

4.1. Crystallographic Phases

The characteristic phases existing in SPS produced γ-TiAl alloys are TiAl (γ), Ti3Al (α2) or dual (γ
+ α2). The γ-phase has an L10 type face-centred tetragonal structure [83] consisting of atomic layers at
90◦ to the c-axis [84] with lattice parameters a = 0.4005 nm, c = 0.4070 nm and a tetragonality ratio (c/a)
of 1.02 [85,86]. Two peritectic reactions exist near the equiatomic composition [87]:

L + β→ α and L + α→ γ.
The prime phase that crystallises in Ti-base alloys from the liquid is β. According to

McCullough et al. [87] the solidification path is as follows:
L→ [β+ α]→ [α+ γ]→ [α2+ γ].
On cooling, the phase becomes unstable and transforms into the γ-phase. With further solid-state

cooling, the phase becomes unstable and orders into the two-phase around 1117 ◦C [88,89].
Theα2-Ti3Al phase has a hexagonal symmetry of a D019 (Figure 9) structure with lattice parameters

aord = 2adisor = 0.58 nm; cord = 0.48 nm. In a review by Djanarthany et al. [90], the last parameter is said
to resemble that of an A3 type structure with a long-range ordering only in the direction perpendicular
to the c-axis. Phase transformation according to β→ α→ α2 resulting from cooling forms the α2-phase,
and orders between 1125 and 1150 ◦C [91]. As shown in Figure 10, the γ phase exists at a composition
of ~48.5–60, α2 at ~24–34 and (γ + α2) at ~34–49 at. % Al. Although the α2-phase shows good strength
at high temperatures, it has been found to be very brittle, much related to the high absorption level of O
and hydrogen [85,92]. Contrarily, the γ-phase exhibits excellent resistance to oxidation with low-level
O and hydrogen absorption and poor ductility at room temperature (RT). In recent studies [51,52,93],
TiAl powders were consolidated using SPS and the phases mentioned above were obtained.
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Figure 10. Ti-Al binary phase diagram.

A high performance Ti–48Al–2Cr–2Nb alloy was produced by employing SPS to consolidate
spherical pre-alloyed (SP powder) and ball milled pre-alloyed powders (MP powder). In this work,
Wang et al. [93] carried out an analysis of the variations in density, microstructure and mechanical
properties at different sintering temperatures. Similar phases as mentioned above (γ-TiAl, α2-Ti3Al)
were achieved with additional TiAl2, TiAl3 for both the SP and MP powders. Additionally, the MP
powder showed the presence of a Ti2Al phase. At sintering temperatures between 1200 and 1350 ◦C,
the authors obtained γ-TiAl, TiAl3 and TiAl2 (see Figure 11).
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Figure 11. (a) XRD patterns of Ti-48Al-2Cr-8Nb alloys produced by SPS at different temperatures using
spherical pre-alloyed (SP); and (b) milled ore-alloyed (MP) powders [93].

In a similar study, Deng et al. [51] demonstrated a novel avenue for the manufacturing of
Ti–45Al–8Nb alloys using CM and SPS. To prevent cold welding and promote powder homogeneity,
elemental powders were ball milled for 16 h at a rotating speed of 200 rpm. Subsequently, the blended
powders were cryomilled for 40 h at a speed of 350 rpm. The alloys were sintered using a heating
rate of 100 ◦C/min up to sintering temperatures of 900, 1000 and 1100 ◦C, respectively. XRD analysis
showed the presence of the much dominant γ-TiAl phase with minor amounts of the α2-Ti3Al phase.

4.2. Microstructures of TiAl

With a composition ranging from ~46–52 at. % of Al; the general microstructure is either a dual
α2/γ or single pure γ-phase microstructure [95]. From the previously mentioned phases, with further



Metals 2020, 10, 1080 12 of 23

processing and treatment characteristic microstructures referred to as equiaxed, duplex (DP), nearly
lamellar (NL) and fully lamellar (FL) can be achieved [4]. The equiaxed structure contains a single
phase γ-TiAl. The phase is stable in the region of the phase diagram above 50 at. %Al. Combined phase
microstructure (commonly referred to as DP) made up of both α2 and γ is formed in the dual-phase
section where the at. % of Al is between 46 and 50, depending on the heat treatment employed.

The single-phase γ consists of a continuous built-up of smaller equiaxed grains [83], and is formed
in the γ + α2 phase field resulting in grain coarsening of existing γ grains [96]. This microstructure
possesses good properties at high temperatures. This microstructure is very brittle and, therefore,
not desired in structural or engineering applications [96,97]. The disadvantages are its poor
room-temperature properties such as fracture toughness and ductility [95].

Heating in the two-phase region, followed by cooling results in a DP microstructure consisting of
γ and lamella grains [98]. Grain refined DP microstructures have ambient strength and ductility with
poor response to creep and fatigue at elevated temperatures [99]. A NL microstructure is formed in the
α2+γ phase region where the α/γ ratio is greater than 1 whereas a FL microstructure is obtained in the
pure α-phase field, followed by air-cooling to ambient temperature [96]. Optimum tensile strengths
with superior low-cycle fatigue performance are observed in fine-grained NL microstructures, while a
coarse microstructure significantly affects the fatigue performance at low-cycles [100]. Improved
hardness and toughness is mostly observed in FL structures [101,102].

5. Microstructure-Property Relations

Fully densified γ-TiAl alloys with less residual porosity can be successfully produced using SPS.
It has been proved countlessly [27,103–106] that the superior properties of these alloys can also be
achieved by optimising SPS parameters. A fully densified γ-TiAl by SPS will have three distinctive
microstructures namely, equiaxed γ grains, DP and lamella colonies having alternating layers of α2

and γ phase [9,103,107]. The lamella microstructure with (γ + α2) phase is the preferred in structural
applications [85,108] due to the ease of controlling the distributions and amounts of the α2 and γ
formed [109].

In a recent study, Gu and associates [27] produced a PA TiAl alloy with added yttrium using
SPS. The microstructures (in Figure 12) obtained were DP, NL and FL by employing varying sintering
temperatures ranging from 100 up to 1250 ◦C at a sintering pressure of 40 MPa. The compression
results (Figure 13) obtained from the study showed that the compressive strength of the samples
decreases with increasing sintering temperature. Furthermore, DP microstructure exhibited excellent
yield, fracture strength and ultimate strain as compared to the samples with NL and FL microstructures.
Wang et al. [103] investigated the effect of stresses and sintering temperature on the microstructural
evolution and mechanical properties of a Ti–Al–Cr–Nb alloy produced by SPS. The authors reported
that mechanical properties were reliant on the microstructures produced by the varied SPS conditions.
An optimal true fracture strength of 1820 MPa and a plastic true strain of 32.6% were obtained for the
alloy sintered at 1150 ◦C, consisting of a double phased and lamellar microstructure.

A NL microstructure has restricted RT ductility. According to a recent study, this effect can be
defined by the difficult plastic deformation in γ/α2 colonies due high-volume percent ofα2 present [106].
γ + α2 and DP microstructures offer enhanced yield strength, ductility and ultimate tensile strength at
RT [18]. According to Couret and colleagues [18], these are governed by SPS parameter optimisation
and addition of grain growth inhibitors such as boron. In the very same study, it was found that the
poor strength and limited ductility in lamella microstructures can be attributed to the large grain size
and lack of texture inhibiting propagation of dislocations in a preferred mode.
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Voisin et al. [106], consolidated a TNM (γ-TiAl with Nb and Mo additions) alloy with chemical
composition Ti–43.9Al–4Nb–0.95Mo-0.1B using SPS by varying sintering temperature of 1237–1429 ◦C.
In addition, experiments on RT tensile deformation and creep at 700 ◦C employing stress of 300 MPa
were conducted. A NL microstructure (in Figure 14a) was attained at sintering temperatures ranging
from 1262 to 1336 ◦C. The highest ductility obtained from the results exhibited a fracture elongation
of 0.86–0.9% for the specimen sintered at 1336 ◦C. TEM fractography also showed that the NL
microstructure deformed using ordinary dislocation pileups and twinning (Figure 14c). Excellent creep
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resistance (Figure 14b) was obtained with lifetimes >2000 h at creep rates of <10−8 s−1, with the highest
attained at a lifetime of ~4000 h for the alloy is that sintered at 1304 ◦C.Metals 2020, 10, x FOR PEER REVIEW 14 of 23 
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with permission from Elsevier, 2014.

Another property of interest for TiAl alloys is oxidation. Resistance to oxidation, commonly
known to as the resistance to corrosion at high temperatures, of γ-TiAl is said to be generally good at
temperatures below 850 ◦C [110]. The kinetics of oxidation includes the formation of a non-protective
mixed oxide scale of alumina (Al2O3) and titania (TiO2) on the surface of bare γ-TiAl alloys in a
favourable condition and environment [111]. Simultaneous formation of Al2O3 and TiO2 occurs during
the initial state of oxidation and thrive in the optimal growth direction [112]. Furthermore, TiO2 grows
at a higher velocity compared to Al2O3 attributable to the low growth activation energy of TiO2 as
compared to Al2O3. Additionally, the subsequent series of reactions are described as rapid and favour
the formation of TiO2. However, below the TiO2 layer, an aluminium (Al)-rich layer exists because of
Ti depletion. The oxide scale in TiAl consists of multi-layers of both TiO2 and Al2O3. A decrease in the
oxidation resistance of γ-TiAl as mentioned by Dai et al. [112] can be as a result of the thickening of the
multi-layered oxide film due to mass transportation, weakening the bond existing between the oxide
layer and the substrate.

A FL microstructure seems to be the most preferred as far as oxidation resistance is concerned.
However, the average lamella grain size and compositional variations are to be considered. A lamella
grain size of 25–20 µm with Nb additions was reported to suppress diffusion activity in TiAl
alloys [113,114]. The kinetics of oxidation involves the simultaneous formation of a non-protective
mixed oxide scale of alumina (Al2O3) and titania (TiO2) on the surface of bare γ-TiAl alloys in a
favourable condition and environment [111,112].

Several recent studies [113,115,116] aimed at improving the oxidation resistance of SPS produced
TiAl alloys. Cobbinah and colleagues [115] investigated the effect of Ta additions (0.8, 4, and 8 at. %)
on the isothermal oxidation resistance of a Ti–46.5Al (at. %) alloy produced by SPS. The results
indicate that the superior resistance of the TiAl alloys is related to the formation of a non-porous and
interconnected layer of Al2O3 at the interface of the metal-oxide. In works by Lu et al. [113], isothermal
resistance at 1000 ◦C of SPS produced alloys of nominal composition Ti–45Al–8.5Nb–0.2B–0.2W–0.1Y
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and Ti–47.5Al–2.0V–1.0Cr were studied. A mixed oxide scale consisting of Al2O3/TiO2 was formed next
to the spalled TiO2 layer for the Ti–47.5Al–2.5V–1.0Cr. Furthermore, the mixed scale produced proved
to have no protective effect, resulting in high rates of oxidation (with mass gains of 51.06 mg/cm2) as
compared to alloy Ti–45Al–8.5Nb–0.2B–0.2W–0.1Y (with only 2.27 mg/cm2 mass gain) tested under the
same conditions. Relatively, the inner oxide scale of alloy Ti–45Al–8.5Nb–0.2B–0.2W–0.1Y exhibited an
outer TiO2-rich layer with traces of Al2O3 and TiN. The addition of 8.5% Nb promoted the formation
of a Nb-rich diffusion layer between the substrate and the oxide layer, further enhancing the oxidation
resistance of the alloy.

6. Alloy Development

During the initial advances in two-phase binary alloys, it was acknowledged that these alloys
cannot be utilised owing to their poor oxidation and creep resistance [43]. Consequently, this resulted
in a vast number of investigations aimed at understanding the effect of alloy additions in binary
TiAl on the microstructure-property relations. To date, four generations [97,117] of TiAl alloys have
been developed.

6.1. 1st and 2nd Generation of TiAl alloys

In this generation of alloys, elements such as Cr, V, Mn were added to Ti–(42–48)Al (at. %)
to produce ternary alloys. These alloys were further processed using heat and thermomechanical
treatments to improve ductility measures. In a previous study of interest [118], it was reported that
additions of up to 4 at. % of Cr to binary Ti–(44–54)Al alloys consisting of DP microstructures led to
partial ductilization due to the occupancy of Cr in Al lattice sites. Cr additions also modified the Al
partitioning and the thermal stabilisation of transformed α2 laths comparable to findings made when
0.4 at. % of V was added [119].

The 2nd generation of TiAl is based on the following composition [43]:

Ti-(45-48)Al-(1-3)X-(2-5)Y-(<1)Z (1)

where X = Cr, Mn, Y = Nb, Ta, W, Mo; Z = Si, B, C.
The additions of the elements, as mentioned above, shift the position of the phase boundaries in

the Ti–Al binary phase diagram [43,96]. Additions of element X improve the mechanical properties of
TiAl alloys by increasing flow stress [120], reducing the stacking fault energy and thus enhancing the
susceptibility of twinning [96]. Zhu et al. [121] studied the effect of Cr additions on the microstructure
and nanohardness of Ti–48Al binary alloy produced using a single roller melt spinning and arc melting
processing routes. With 2 at. % Cr, the microstructure of the alloy ribbons was lamella with equiaxed
α2 and small B2 phase particles. Additions of up to 4 at. % Cr increases the B2 phase grain sizes and
the lamella structure disappears. The nanohardness of the alloys increased also with additions of up to
4 at. % of Cr. Additions of V and Mn have been reported [122] to increase the fracture and yield stresses
much related to grain refinement and solid solution strengthening (particularly for V additions).

Adding elements like Ta, Mo and W (Y additions) improve the oxidation and creep properties at
elevated temperatures. Recently [115], additions of 4 and 8 at. % of Ta to an SPS produced Ti-46.5Al
alloy promoted the formation of an Al2O3 layer severing as a diffusion barrier on the metal-oxide
interface, hence, resulting in outstanding resistance to oxidation. For further reading on the effect Ta
on the oxidation performance of TiAl, the reader is referred to [123–126]. Remarkable creep properties
were obtained in some research work [127–129] when Ta and W were added to TiAl alloys. Z additions
such as B promote grain refinement utilising retarding grain growth in the α-phase field [96]. Moreover,
the strength and resistance to creep is improved through the formation of Ti3AlC perovskite precipitates
when C is added. Numerous work has been conducted to date [130–134] on the effect B and C have on
the microstructure and mechanical properties of TiAl, attesting to the above alloy addition benefits.
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6.2. 3rd and 4th Generation of TiAl Alloys

This generation of alloys contains high Mo and or Nb contents to promote precipitation hardening
and were developed for applications at elevated temperatures. The third generation of TiAl alloys
follow the constitution below [43]:

Ti-(42-48)Al-(0-10)X-(0-3)Y-(0-1)Z-(0-0.5)RE (2)

where X = Ta, Nb, Mn, Cr; Y = Zr, Hf, W, Mo; Z = C, B, Si and RE designates rare earth metals.
The additions of Zr is a known β-stabilizer, promoting occupancy of the Ti sites in the lattice of

Ti–Al systems [135]. Furthermore, adding Zr to binary TiAl alloys improves compression strength.
However, when added in the presence of Cr, the strength decreases with increasing elongation. Finally,
phase evolutions occurring as a result of the existence of both Cr and Zr in Ti–43Al–4Nb–1Mo–0.1B
(TNM-B1) alloy include the formation of ω, reduction of α2 and increments in the amount of β phases.
Y rare earth metal additions promote grain refinement, thus improving ductility [136,137], elevated
temperature deformability [138] and heat resistance [139]. The oxidation rate of TNM alloys can be
reduced by ~0.1 at. % RE metal additions such as La or Er [140]. Conversely, additions of ~0.2 at. % of
aforementioned RE metals can impair the resistance to oxidation through the formation of hillocks in
the oxide scale.

The fourth generation of TiAl, commonly referred to as TNM alloys, exhibit excellent oxidation
resistance through Nb and or Ta additions and outstanding creep properties promoted by Mo additions.
In addition, these alloys are said to have excellent workability making them universally applicable
for various processing routes other than casting and hot forming such as additive manufacturing and
SPS [141]. Some of the alloys developed to date include theβ-solidifying Ti–43.5Al–4Nb–1Mo–0.1B [141],
Ti–46Al–8Nb and Ti–46Al–8Ta [142]. Wimler et al. [141] studied the capabilities of SPS coupled with
subsequent heat treatments to produce a Ti–43.5Al–4Nb–1Mo–0.1B alloy with strength and creep
performance at 750 ◦C comparable to those produced by conventional processing techniques. After
SPS consolidation of the gas atomised powder alloy at 1300 ◦C, the microstructure produced consisted
of a refined and homogeneous NL γ and β0. Subsequent two-step heat treatments resulted in the
formation of NL γ, FL and NL β0 structures (in Figure 15) decreasing the lamella spacing from 83 ± 7
in the as-sintered condition to 10 ± 3 nm. It was concluded that the strength and creep properties at
750 ◦C (in Figure 16) obtained can keep up with that of the conventional routes of processing.
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Figure 16. Plots of creep stress and strain versus time of the heat-treated microstructures tested at
750 ◦C and 150 MPa [141].

7. Perspectives and Conclusions

The realisation of the process has been highlighted by remarkable accomplishments in the
production of a refined microstructure of γ-TiAl since it offers prompt rates of both heating and cooling.
Currently, research and development have shifted attention to TiAl powder forming techniques such
as DMM, GA, and, amongst others, pre-alloying. MA and SPS can be coupled in the production
of nanocrystalline intermetallic TiAl owing to the advantages of obtaining non-equilibrium and
amorphous phases, ultrafine grain sizes and, at the same time, retaining the grain size during
consolidation. As an added advantage, SPS uses shorter holding times to obtain fully densified material
as compared to conventional processes such as HIP. Consolidation methods aimed at balancing
microstructure and properties have also been explored.

However, SPS shows an impressive balance of microstructure and mechanical properties.
A significant challenge in as far as TiAl alloys are concerned is commercialisation and costs.

Although limited applications have been achieved, the reality is that implementation of TiAl alloys
in both the automobile and aerospace industries is an on-going challenge. Although TiAl were
designed as candidates to replace the Ni-based superalloys, the gap existing between the two is
quite recognisable from both the properties and production costs perspective. Much research has
been dedicated to improving the ductility at RT for TiAl alloys through compositional variations,
opting for manufacturing technologies and thermomechanical treatments. These attempts aimed
at refining and altering the microstructures and morphologies of the produced alloys. Advanced
PM techniques present the opportunity to manufacture near-net-shape components with improved
mechanical properties. However, challenges exist concerning methods that can be employed to
characterise PM produced TiAl alloys effectively. Although the future seems exciting for TiAl alloys
produced using PM, implementation on an industrial scale seems to lag far behind.
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