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To make an optimum use of Self-Compacting Concrete (SCC), especially when planning
the casting of concrete in complicated structures, simulation may serve as a tool in the
construction and formwork design as well as determining the desired rheological
parameters for a robust mix design of SCC.

The aim of this research work is the development and validation of the hydrodynamics of
the flow behavior of SCC made from local materials found in Saudi Arabia using a
continuum (single fluid) approach. Navier-Stoke’s equations that govern the flow were
used to obtain numerical solution of the problem using computational fluid dynamics
(CFD) commercial software that enabled the tracking, in time and space, of material
motion with any type of material behavior, including non-linear and time-dependent
ones. The problem is characterized by free surface flow of a non-Newtonian fluid. While
the rheological behavior can be described by means of a Bingham model, some extra
phenomenon occurs in case of SCC, like shear thickening and sometimes significant
thixotropy. For that reason, the Bingham behavior in combination with shear thickening
and thixotropy was modeled in the software package FLUENT by means of a user-
defined thixotropy model. Validation of the simulation results was achieved by using
experimental data from a series of tests conducted at KFUPM using different SCC mixes
to obtain the critical range of rheological parameters of yield stress and viscosity for
robust mixes.

In addition, a new finite element model for the lateral pressure evolution in formwork
due to SCC was developed in which the effects of thixotropy and casting rate were
incorporated. Experimental investigation was conducted to verify the model developed
for the lateral pressure evolution due to SCC and prediction of flow behavior during the
full-scale casting of a slab. More experimental data from the literature were used to
further validate the developed finite element model in this study. Simulation runs of full-
scale casting of the slab were also carried out to study the effect of the rheological
parameters on the flow of this material.

A successful validation of the CFD simulations and the finite element model’s
predictions shows a good correlation with the conducted experimental results and those
from the literature.
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CHAPTER ONE

INTRODUCTION

1.1 GENERAL

Various advantages are responsible for making concrete an efficient and durable
construction material. The ease with which structural concrete elements can be formed
into a variety of shapes and sizes, resistance to cyclic loading, good fire resistance, ease
of maintenance, coupled with the fact that it is usually the cheapest and most readily
available material are few reasons why concrete is widely adopted for construction
purposes.

During the casting operation, traditional concrete has to be vibrated by means of external
energy. For onsite casting conditions, where vibrating needles are the standard
compaction equipment, the compaction operation quite often is not properly executed, or
sometimes even completely neglected. As a consequence, this produces a concrete that
has poor durability, and suffers from a much faster degradation. In addition, noisy
environment due to vibration can lead to uncomfortable working conditions. In order to
deal with these issues, self-compacting concrete (SCC) has been developed about two
decades ago. This type of concrete more or less acts like a liquid, filling the complete
formwork by gravity, without any external compaction energy. From a technological
point of view, SCC has been developed as a result of applied nanotechnology [Dufour
and Pijaudier-Cabot, 2005].

Due to the introduction of SCC the shape or form of the concrete element can be defined

with more freedom [De Schutter, 2008]. However, fundamental knowledge concerning



the flow of SCC is needed to enable the engineer and the contractor answer the
fundamental questions concerning the mix design and the casting or filling process of the
formworks, with or without advanced pumping techniques. This knowledge is most
appropriately gained through experience, experiment and simulation tools.
Computational modeling of flow could be used to simulate the total form filling and
detailed flow behavior as particle migration and formation of granular arches between
reinforcement (blocking). Moreover, computational modeling of flow could be a
potential tool for understanding the rheological behavior of concrete and a tool for mix
proportioning. This will result in tremendous progress in the correlation between mix
proportioning and rheological parameters, thereby improving the entire approach to mix
proportioning.

The rheological behavior of traditional concrete is mostly described by means of a
Bingham model. However, in case of SCC some extra phenomena occur; like shear
thickening and sometimes significant thixotropy [De Schutter and Audenaert, 2007]. In
other words, this means that the apparent viscosity decreases over time at a constant
shear rate and eventually steadies out to a constant value [Barnes, 1997]. This
phenomenon happens because of presence of more ingredients, more complex mix
design, and low yield stress and viscosity. Variations in properties (and robustness) are
therefore associated to the specific effects of the ingredients on the rheological properties
of the mixture, effects of the physical properties (i.e., size and specific density) of the
aggregate, and the mixing history [Lange et al., 2008]. For instance, use of limestone
powder, fly ash and silica fume affect the fresh and hardened properties of SCC [

Bhattacharya et al., 2008]. In a study conducted by Cyr et al.(2000), it was reported that



the shear thickening is increased in the presence of metakaolin, ground quartz and fly ash
have no effect on it, whereas silica fume reduces it.

The research outcome/conclusion will form the basic information for the hydrodynamic
modeling of the flow of SCC as well as lead to improved guidelines for production of

robust SCC using local materials in the Kingdom of Saudi Arabia.

1.2 RESEARCH SIGNIFICANCE

In spite of the numerous uses of SCC in some parts of the world, it is still relatively new
in Saudi Arabia. The few cases where SCC is used in the Kingdom include construction
of ‘Al-Turky Business Park’ in which Riyadh aggregate was used. It was also used in
‘Al-Othman Tower’ project completed recently in Al-Khobar. This new age concrete is
gaining recognition in the Kingdom and its use will become more popular in the future.

Several studies have been conducted in Saudi Arabia on self compacting concrete [Raza,
2006]. Most of these studies have addressed mix proportion, flowability, strength and
shrinkage characteristics of SCC. The first study on rheology of SCC in the kingdom was
carried out by Baluch et al. (2010) and Malik (2011) to determine the effect of different
types of mineral admixtures, SCC rheology, aggregate gradation and volume fraction on
flowability of SCC. Despite the growing awareness of the numerous advantages of SCC,
no study related to the modeling of flow of SCC using local materials in its production
has been carried out in the Kingdom. A need to study the behavior of this newly
emerging concrete using simulation tools is, therefore, evident. Hence, this research work
may serve as a pioneering work in the field of flow modeling of SCC and other fresh

concretes in KSA.



Focusing on verifying the material constitutive behavior and flow characteristics, the
numerical simulation of flow of SCC will provide insight into development of formwork
pressure and pumpability of SCC, both issues of relevance to field applications including
formwork design and pumping of SCC in moderate to high rise buildings.

This work will also create more awareness to the Kingdom’s design and concrete
construction industry about how simulation tools can be used to specify the required
material fluidity for any specific work, thereby establishing confidence in its use. Also,
bearing in mind that fewer number of tests, less amount of materials, and more
simulation runs will be needed to achieve that, this will lead to considerable savings in
time and costs on projects, and help to establish virtual simulation as a tool in the

optimum design of SCC and other concrete mixes.

1.3 RESEARCH AIM AND OBJECTIVES

The aim of the research project is the development and validation of the hydrodynamic
modeling of the flow of SCC during the testing and casting processes. This will help in
determining the effect of cement paste/mortar and SCC rheology on flowability attributes
of SCC.
The primary objectives of this research work are as follows:
1. Computer/Numerical simulation of the SCC flow to verify its constitutive
material behavior for each of the following SCC flow tests:
e Slump Flow and T500 Test
e [-box Test

e V-funnel Test



2. Development of finite element model for lateral formwork pressure followed by
numerical simulation using the same model to study the evolution of the pressure
with time for several full-scale vertical walls.

3. Experimental program followed by a numerical simulation of full-scale casting of
a slab as well as studying the effect of the rheological and thixotropic parameters
on the casting process.

For validation of the model with respect to the objective one (1) above, experimental
investigations were already carried out on SCC with various mix designs produced
locally by Saudi Ready Mix, a leading supplier of SCC in the Kingdom [Baluch et al.,
2010 and Malik, 2011] to determine the effect of different types of mineral admixtures,
SCC rheology, aggregate gradation and volume fraction on flowability of SCC.
However, the second and third objectives require conducting more experimental tests and
utilizing some literature results.

Since the simulation adopted is based on single fluid approach, selection of the mixes
modeled in this work is based on those in which segregation effect is absent (robust
mixes) as observed during the already conducted experimental program in [Baluch et al.,
2010 and Malik, 2011].

Some of the tests conducted under the aforementioned project include:

e Determination of rheological parameters of yield stress, viscosity and
thixotropy of SCC for different mixes (made from Silica fume, Limestone
powder, and Fly Ash) using ICAR Rheometer.

e Experimental investigation of the conventional flow and strength properties of

concrete. The conventional flow was studied by carrying out the most



frequently applied testing methods as mentioned under item 1 above (Slump

Flow and T500, L-box, and V-funnel Tests).

1.4 SCOPE AND LIMITATIONS

This study is limited to the following conditions:

e Use of continuum (single fluid) approach was made

o Effect of segregation was not studied since the research is geared towards

modeling of robust SCC mixes in which segregation is absent

e The model is developed to study the flow behavior of SCC in a global

scale. Hence, the micro or local behaviors were approximated

1.5 RESEARCH METHODOLOGY

The accomplishment of the aim and objectives of this research work requires eight major

tasks to be completed as outlined in the phases below.

1.5.1 Literature Review

The literature review focusing on the characteristics & properties of SCC, review of
rheological models governing flow of SCC and Computer-aided numerical simulation of

SCC.

1.5.2 Selection and Design of Concrete Mixes

Two sources were used as the means to validate the proposed model simulations in this

research: (i) Some experiments were conducted (ii) Already available literature



experimental data. However, from the data, mix design was undertaken on different types
of SCC by varying the aggregate gradation, aggregate volume fraction and water-binder

ratio. These mixes were identified in close collaboration with Saudi Ready Mix.

1.5.3 Casting of Slab and Vertical Wall

Two boxes, one measuring 200cmX150cmX20cm and the other 100cmX100cmX30cm
made of a combination of plywood and Plexiglas, were fabricated as molds for casting
the vertical wall and slab respectively. In each case, one side is intentionally made with

plexiglas in order to visually monitor the flow progress during the casting operation.

1.5.4 Selection of Software for Simulation

The research was carried out on different types of SCC with various mix designs, by
adopting the use of computational fluid dynamics (CFD) commercial software. An
available numerical method was applied in order to develop a hydrodynamic modeling of
the flow of SCC. This is available within the commercial software package FLUENT

[Fluent Inc., 2003].

1.5.5 Development of Model

The fresh concrete was considered as a homogeneous and incompressible fluid. Several
aspects were studied in this context: the time-dependent thixotropic Bingham behavior
and thixotropy, flow with free surface for most frequently applied testing methods for
fresh SCC, interaction between the fluid (fresh concrete) and the formwork, and
simulation of the real-life casting of both vertical wall and slab.

The Bingham behavior was modeled in the software package FLUENT by means of a

Herschel-Bulkley viscosity model. However, as the flow process is evolving on a much



faster time scale than the hydration process, the thixotropy of SCC was programmed by
means of a user-defined subroutine. To achieve that, the thixotropy model proposed by

Roussel, (2006) was used.

1.5.6 Simulation of the SCC Flow Tests

This involves numerically simulating the following SCC flow tests using the model
described in 1.5.5 above.

e Slump Flow & T500 Test

e L-box Test

e V-funnel Test
In order to accurately simulate the flow, free fluid surfaces were modeled. This was done
by means of the VOF-technique (Volume of Fluid). The testing and casting processes
were investigated and a validation of the hydrodynamic modeling was based on the
position of the free surface. Based on the experimental results, the accuracy of the model

was evaluated, and improvements were made.

1.5.7 Simulation of SCC Casting and Formwork Pressure

Unlike the simulation of the SCC tests, this is a replica of what happens in real-life
castings of a slab thereby serving as a stronger tool to study how the SCC behaves in full
scale casts. In addition, a finite element model was developed for a formwork pressure
evolution in a vertical wall after casting. Numerical simulation was carried out using this
model and the results verified by comparing with those from the conducted experiments

and those from available literature.



1.5.8 Analysis of Simulation and Experimental Results

Thorough analysis and discussion of the results achieved at the end of both the

simulation and experiment was carried out.



CHAPTER TWO

LITERATURE REVIEW

2.1 GENERAL

From the computational viewpoint, several researches have been carried out to model the
flow of SCC using different approaches. Neglecting the presence of the rebars, as a first
approximation, SCC flow can be considered as the flow of a single fluid thus rendering a
discrete modeling approach unnecessary [Russel et al., 2007(a)].

Single fluid simulations have mostly been used to model the flow of fresh concrete
during testing. However, a few examples of computational, modeling of full-scale
castings assuming single fluid behavior can also be found in recent papers. The two main
numerical difficulties in connection to single fluid simulations are the yield stress
behavior of the material and the free surface displacement. It is the apparent viscosity of
the material that is, most of time, applied in the Navier-Stoke’s equations in order to
obtain a numerical solution of the problem. [Russel et al., 2007(a)], however, reported
that the apparent viscosity of a yield stress fluid approaches infinity when the shear rate
approaches zero. They stressed the fact that, as a matter of necessity, this indetermination
of the deformation state below the yield stress zones where flow stops or starts, which are
most of the time the zones of interest should be avoided. Moreover, as continuum
mechanics methods, single fluid simulation requires a clear definition of the boundary
conditions.

The following areas are covered in this chapter.

e Simulation of the testing of fresh concrete

10
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e Simulation of concrete casting

e Simulation of formwork pressure due to self compacting concrete

2.2 SIMULATION OF THE TESTING OF FRESH CONCRETE

Kulasegaram et al. (2010) used a lagrangian particle-based method, smooth particle
hydrodynamics (SPH), to model the flow of SCC with or without short steel fibres. An
incompressible SPH method was used to simulate the flow of such non-Newtonian fluids
where they described its behavior by a Bingham-type model, in which the kink in the
shear stress vs shear strain rate diagram was first appropriately smoothed out. The basic
equations solved in the SPH were the incompressible mass conservation and Navier-
Stokes equations. Their results demonstrated the capability of SPH and a proper
rheological model to predict SCC flow and mould-filling behavior.

Figures 2.1 and 3.1 show the various stages during the numerical simulation of slump test
of SCC without fibres and SCC flow with fibres, respectively as reported by

Kulasegaram et al. (2010).

03 025 0168 0050008 D15 025 035 03 025 015 0050002 Q015 025 035
1=l sec 1=0.5 s

03 0¥ 098 008 0Dops 018 035 03% 03 02X 015 0Nos0005 016 02X 035
t=1.0 Sec t= 20 Sec

Figure 2.1: Axi-Symmetric Numerical Simulation of Slump Test for SCC Without Fibres
[Kulasegaram et al., 2010].
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Figure 2.2: Axi-Symmetric Numerical Simulation of Slump Test for SCC With Fibres
[Kulasegaram et al., 2010].

Viscoplastic Finite Element Method (VFEM) and the Viscoplastic Divided Element
Method (VDEM) were used by Mori and Tanigawa (1992) to simulate flow of fresh
concrete. Both the two approaches assume concrete as a homogeneous single fluid with
given rheological properties. In VFEM the fresh concrete is divided into elements in
which the deformation is calculated, and the flow is described by displacement of nodal
points. In VDEM, space is divided into elements and cells, which are either empty or
full, and the flow is described by the displacement of virtual markers. However, the fixed
position of nodal points allows reinforcement and complicated boundary conditions to be
simulated. Both methods were found applicable for simulation of various test methods
and at reasonable computation time.

Dufour and Pijaudier-Cabot (2005) presented a numerical model aimed at simulating
concrete flow based on homogeneous viscous fluid approach using a finite element
method with Lagrangian integration points (FEMLIP). They used Bingham’s rheology

for the fresh concrete behavior by considering three concretes, namely, one ordinary
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concrete (OC), one high-performance concrete (HPC) and one self-compacting concrete
(SCC) with contrasted rheologies.

On the material side, they identified Bingham’s parameters on slump test (as the model
calibration) using ELLIPSES code with a trial and error approach for the concretes
considered. Since, their model assumed the fluid flow to be two-dimensional (2D), its
consequences were investigated first and found to change value of the ratio
slump/spreading compared to the axisymmetric case because the material can only flow
in the plane of study on the contrary of the axisymmetric model where the material can
flow radially. This resulted in nearly constant maximum shear stress for a given height
and various spreadings, but changes a lot for a given spreading and different heights. As
a result, they used the model for comparing only slumps between experiments, which are
close to an axisymmetric geometry, and the numerical model but not the base spreading
which was not sensitive on the shear stress. Part of their observation, also, was that the
final slump is not affected by the plastic viscosity. So, the plastic viscosity given by the
concrete formulation software BETONLAB which is based on the compressible packing

model was used:

D
®*

p=exp(Ax(—=~B)) 2.1)

7, =exp(a, +a K, + afo' +a, K, +a K, + agKg' +a,K.) (2.2)

Where,

4 = Plastic viscosity

7, = Yield stress
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@ = Solid content of the concrete

®" = packing density

A and B = Constants

a's = Empirical parameters depending on grain size and on super-plasticizer quantity

K' = Compaction index

Index c is related to cement, f to calcareous filler, s to powders with grains smaller than
80um, S to sand grains, g to small aggregates and G to larger aggregates.

Regardless of error due to the 2D assumption, their numerical analysis of the slump test
gave an estimation of the yield stress up to 2, 33 and 32% for OC, HPC and SCC,
respectively.

With the use of this calibrated model, L-box tests where simulated and the flow speed
and shape at stoppage measured. Their experimental data was found to be quite close to
numerical predictions.

A typical output of the study carried out by [Dufour and Pijaudier-Cabot, 2005] is given
in Figure 2.3 which shows different snapshots of the SCC flow in the L-box test for
opening time of 1 s. Evolution in time of concrete height in different cross-sections for
SCC flow in the L-box test is shown in Figure 2.4. Curves with a (‘) correspond to a
Door Opening Time of 1 s and others to 0 s.

The computational fluid mechanics code Flow 3D® was used by Roussel (2004) to
perform 3D simulations of different slump test methods (Figure 2.5). An elasto-
viscoplastic model was used to describe the fluid behavior of concrete with yield stresses
between 25 and 5500 Pa, assuming an incompressible and elastic solid up to the yield

stress and a Bingham fluid beyond that as well as no sliding at the base. He was able to
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(a) (b)
(c) (d)
Figure 2.3: Figure 2.3: Different Snapshots of the L-box Test on SCC at Time

(a) 0s(b)0.45s(c) 0.85 s (d) 7.63 s with a Door Opening Time of 1 s
[Dufour and Pijaudier-Cabot, 2005].

Height (cm)

lj L | | _‘l 1 | | - |
Time (5)

Figure 2.4: Evolution in Time of Concrete Height in Different Cross-Sections for SCC
Flow in L-box Test [Dufour and Pijaudier-Cabot, 2005]: (1) At the Door Cross-Section;
(2) and (3) At a Distance of 20 and 40 cm, respectively; and (4) At the end section.
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achieve a good agreement between numerical and experimental results for the mini cone

test and for the ASTM tests (Figure 2.6).

(2) (b)

Figure 2.5: Examples of Obtained Shapes for the ASTM Cone [Roussel, 2004]
(a) Yield stress=2600 Pa (b) Yield stress = 2000 Pa.
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Figure 2.6: Slump in Terms of Yield Stress for ASTM Cone and Mini Cone
[Roussel, 2004].

In [Thrane et al., 2004], simulation of SCC flow during L-box test was also based on a

single fluid approach assuming Bingham behavior. The simulation approach was based
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on the Galerkin FEM formulation of the Navier-Stokes’ equation and included moving
boundaries, and was undertaken by the code FIDAP. Combined simulations and
experiments indicated that the flow in an L-box with reinforcement can be simulated
assuming an ideal Bingham behavior and rheological properties measured in a BML
rheometer. It was, however, necessary for them to include boundary conditions and to
use a 3D model for simulating the flow in the L-box.

Wallevik (2003) gave a detailed description of numerical simulation of the flow in
selected rheometers. His simulations are based on the assumption of a viscoplastic
material, flowing either under steady state or time-dependent (transient) conditions. He
used a combination of several different techniques to describe the viscoplastic behavior
of the concrete. Using his own and freely available numerical software, he simulated
velocity and shear stress profiles for various viscometer configurations. The
computational modeling was used for the comparison of rheometers with regard to,
among others, variations in shear rate and particle migration.

Gram (2009) investigated the numerical simulation of concrete flow using both discrete
as well as continuous approaches. He used the discrete particle model as a means to
simulate details and phenomena concerning aggregates modeled as individual objects.
Spherical particles were used to achieve that. The continuous approach, on the other
hand, has been used to simulate large volumes of concrete in the work. The concrete was
modeled as a homogeneous material, but particular effects of aggregate, such as blocking
or segregation were not accounted for in the continuous approach. This large scale
quantitative analysis was performed rather smoothly with the continuous approach,

whereas the smaller scale details and phenomena were better captured qualitatively with
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the discrete particle approach. Good correspondence was achieved with a Bingham
material model used to simulate concrete laboratory tests (e.g. slump flow, L-box) and
form filling. Flows of concrete in a particularly congested section of a double-tee slab as

well as two lifts of a multi-layered full scale casting were also simulated successfully.

2.3 SIMULATION OF CONCRETE CASTING

To date, only limited research has been reported on simulation of SCC or any form of
full-scale concrete casting.

Roussel et al., (2007(b)) applied numerical simulations to an industrial casting of a very
high strength concrete pre-cambered composite beam. The results of the simulations
carried out for various values of the rheological parameters (Bingham model) helped to
determine the value of minimum fluidity needed to cast the element. The mix
proportioning of the concrete was done keeping in mind this minimum value and the
numerical predictions were finally compared with the experimental observations carried
out during two trial castings and the real casting of the two 13m beams.

Although the assumptions needed to carry out the simulations may be over-simplistic
(the rebars and possible thixotropy were not taken into account and only 2D simulations
were carried out), a satisfactory agreement was found between the predicted and actual
flow (Figure 2.8). Black shading emphasizes the casting defect on the upper left picture
of Figure 2.8.

Although most of the applications deal with yield stress fluids, single fluid methods
provide a large choice of behavior laws allowing the simulation of complex phenomena
such as thixotropy. Roussel (2006) proposed a model derived from the Bingham model

and able to describe the thixotropy of fresh concrete with only two additional parameters.
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Figure 2.7: 2m Test Semi-Transparent Formwork [Roussel et al., 2007(b)].

0.0 0. 08 0.16 , 0.2 0.32 o._40

(a) (b)

Figure 2. 8: Comparison between Experiments and Numerical Simulations for SCC with
Yield Stresses equal to (a) 120 Pa and (b) 60 Pa [Roussel et al., 2007(b)].

The general form of the model is

T=(1+ ), +ky" (2.3)
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oA _ 1
ot TA"

—aiy (2.4)

Where 4 is the flocculation (structuration) state of the concrete that evolves through the
flow history and T (characteristic time of flocculation), m and o (a destructuration
parameter) are thixotropy parameters. The simplified version of the model assumes that
the Bingham model is sufficient for the description of the steady state flow of fresh
concrete: n=1, k= p (plastic viscosity). It also assumes that the yield stress at rest

increases as a linear function of time: m=0. This reduces the model to the form

T=1+)1, +1y (2.5)
oA 1

—=——aly

o T 4 26)

It is also assumed that the characteristic time of flocculation (T) is long compared to the

characteristic time of de-flocculation. So,

—— ~ —alj 2.7
Py Y (2.7)

On integration,
— —at
A=Ae 2.8)

t=(1+Ae ), +uy (2.9)

t
T,(D=1+4)7, =1, +71, (?jzro"'Athixt (1)

thix

With A :%0 @2.11)

Where Auix is the re-structuration (flocculation) rate (Pa/s) of the SCC at rest and

A=Ay =0).
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A classification of SCC based on their flocculation rate Ayix has been proposed as shown

in Table 2.1.

Table 2.1: Classification of SCC According to their Flocculation Rate Aix
[Roussel 2006].

Amix(Pa/s) SCC type
A, <0.1 Non-Thixotropic

thix

0.1< 4, <0.5]| Thixotropic

thix

A, >0.5 Highly Thixotropic

thix

This model was used to study the following two phenomena:

e During placing, the fresh SCC behaves as a fluid but, if cast slowly enough or if
at rest, it flocculates and builds up an internal structure and has the ability to
withstand the load from concrete cast above it without increasing the lateral stress
against the formwork.

e During placing, a layer of SCC often has a short time to rest and flocculate before
a second layer of concrete is cast above it. If the fine particles flocculate too much
and the apparent yield stress of the concrete increases above a critical value, the
two layers do not combine at all and a weak interface is formed (Figure 2.9 (b)),
in view of the elimination of vibration in the casting of SCC.

It can be observed from Figure 2.9 that for a 5-min resting time, the two layers mix

perfectly. On the other hand, for a 20-min resting time, the two layers do not mix at all.
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Figure 2.9: Numerical Simulations of the Multi-Layer Casting Phenomenon with
19 = 50 Pa, up, = 50 Pa s, Apix = 0.5 Pa/s, 0=0.005. (a) 5-min resting time (b) 20-min
resting time [Roussel, 2006].

2.4 SIMULATION OF FORMWORK PRESSURE DUE TO SELF COMPACTING
CONCRETE

One of the setbacks to the high flowability of this material is mostly attributed to the
significant increase in the lateral pressure exerted on formwork. As reported by many
researchers, the formwork pressure due to SCC can be as high as the hydrostatic
pressure. As a result, SCC needs a stronger formwork that can resist the higher lateral
pressure than cases that use ordinary concrete [Kim et al., 2011]. Hence, the economical
and safe design of these formworks may be affected.

Results from various authors, however, reported that when adjustments are made in the
concrete mix design and casting operations the developed lateral pressure can be lower
than the hydrostatic pressure. Kim et al. (2011) reported that the reduction in formwork
pressure can be increased by incorporating chemical and mineral admixtures, such as

viscosity-modifying admixtures. Varying the amounts of these new materials will result
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in the variation of thixotropic properties and behavior of SCC. With regards to the
influence of casting process, Ovalez and Roussel (2005) explained that during placing,
the material behaves as a fluid but, if cast slowly enough or if at rest it builds up an
internal structure and has the ability to withstand the load from concrete cast above it
without increasing the lateral stress against the formwork. Good recommendations on the
measurement systems for determining formwork pressure of SCC where provided by
Khayat and Assaad (2007).

To explore more into the lateral formwork pressure evolution and the likely factors
affecting it more researches (both experimental and numerical) are needed in addition to
the existing ones. However, the importance of the latter is highly an invaluable one since
they form the basis upon which likely future researches will be built on.

Gregori et al. (2008) planned and developed an experimental program for simulation of
self-consolidating concrete formwork pressure. They developed a laboratory device to
study the effects of casting rate and mixture composition by pressurizing a volume of
material inside a cylinder and recording the lateral pressure evolution. Columns heights
up to 14 m were simulated using this approach for two different rates of casting. Their
results proved that it is possible to achieve a formwork pressures less than hydrostatic.
Figure 2.11 compares the evolution of the total and pore water pressure for a column in
which the load was applied instantaneously (that is, extremely fast casting rate) as
studied by Gregori et al. (2008).

Assaad and Khayat (2006) studied the effect of a mixture’s consistency on the lateral
pressure that can be developed by highly flowable concrete. Use was made of high-range

water-reducing admixtures to study their effect. They found that concretes with lower
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Figure 2.10: Hydraulic Press and System of Automatic Data Acquisition
[Gregori et al. (2008)].

350 4 Vertical pressure (Pv)

Figure 2.11: Instantaneous Simulation of 14 m High Concrete Column
[Gregori et al., 2008].

consistency exert lower initial lateral pressure and had faster rates of pressure drop with
time (Figure 2.12). They attributed this to the increased degree of shear strengths that
enables the fresh concrete to further resist vertical stresses, hence precluding the
development of high lateral pressure.

Other researches made to study the behavior of formwork pressure due to variation of

internal and/or external factors on this highly flowable material have been reported by
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Figure 2.12: Effect of Mixture Consistency on Ppax /Pryd. Values Determined on the 2.8m
High Experimental Column [Assaad and Khayat (2006)].
Assaad et al. (2003), Khayat and Assaad (2008), Kim et al. (2010), Andriamanantsilavo
and Amziane (2004), Khayat et al. (2005), Kwon et al. (2010), Vanhove et al. (2003).
Although developed mainly for conventional concrete, however, the finite element model
reported by Gallego et al. (2010) for assessing the lateral formwork pressure exerted by a
concrete particularly with respect to tall formworks provided promising results. They
confirmed this by a preliminary validation of the model using experimental values
obtained by Arslan et al. (2005). Incorporated in their model were some fresh concrete
mechanical parameters such as the angle of internal friction, cohesion, dilatancy,
modulus of elasticity, Poisson coefficient and concrete-to-wall friction coefficient.
Gallego et al. (2011) developed a three-dimensional numerical model with the ANSYS
finite element software package, which simulates the behavior of fresh concrete and

formwork walls to obtain the resulting pressures in complex-shaped formworks. Based
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on the results obtained from their model they highlighted the influence of the inclination
of a formwork on the lateral pressures exerted on its walls by fresh concrete. Easier
examination of the load distributions in complex-shaped formworks was made possible

by their proposed computer model, which is not contemplated in current standards.

Figure 2.14 shows the distribution curves reported by Gallego et al. (2011) for the
pressure exerted by the fresh concrete against the formwork wall in the central section of
the bridge deck section shown in Figure 2.13. The results obtained with their numerical
models show that the maximum foreseeable pressures are below those suggested by the

international standards for formwork calculation (Figure 2.14).

L L2 1314 LS L& X = 70°
=1 |
! - L1=206m
[2=028m
L3i=045m
Ld=022m
L5=1.00m
L6=1.65m
L¥=050m
¥Yi=026m
Y2=080m
Y3=4.00m
Yd=028m
YS=015m
YE=025m
¥Y7=020m
[Z=300m

Figure 2.13: Shape of the Formwork Considered for Analyses [Gallego et al. (2011)].

Ovalez and Roussel (2006) presented a physical model for lateral stress exerted by SCC
and justified its physical meaning based on a theoretical point of view. Their approach

considered that SCC is characterized by yield stress 7, (an increasing function of the
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Figure 2.14: Comparison of Lateral Pressures obtained with the 2-D and 3-D Numerical
Models and the Equations of the Current Standards [Gallego et al. (2011)].

resting time). They simplified the problem by using Tresca criterion as the yield criterion

(with 7, as the maximum shear stress sustainable by an internal plane). Thus, treating the

SCC as an elastic material below this stress level they started with the basic elastic

theory, which gives a linear relation between the stress tensor components o; and the

strain tensor components ¢, as follows
Ee; =(1+v,)o, —v,0,0, (2.12)

Where, E is the young modulus, and v, the Poisson ratio.
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In the geometry of the formwork considered by Ovarlez and Roussel (2006), they used
the coordinates x in the width direction, y in the thickness direction; the vertical direction
z is oriented downwards. The top surface is the plane z = 0; the walls are the planes

x= L2 and y=e/2.

Finally, they showed that the expression for the maximum pressure during casting can be
written as follows.

For a rectangular formwork of width e

0. =0, =K (ng—%j 2.13)
For a circular column of radius r
2
c,=0,= K{,OgH ——(H :; A”““j (2.14)

Where 4, is the flocculation coefficient, p is the mass density of SCC and K is the

ratio of horizontal to vertical stresses. They showed that in the case of SCC K value is
near 1 (K=0.97 and 0.945 for the air contents of 2% and 4% respectively).

Validation of their above proposed model was achieved using results published by
Billberg (2003) and Khayat et al. (2005) (Figure 2.15). Figure 2.15 shows the existence
of two regimes as reported by Ovarlez and Roussel (2006) ; the casting rate plays a
significant role on the variation of the relative lateral stress within the first regime,

whereas the second regime shows negligible effect of this parameter.
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Figure 2.15: Comparison between Experimental Results and Predictions by Egs. 2.2 and
2.3 in the Case of a Rectangular Formwork and a Column [Ovalez and Roussel, 2006].



CHAPTER THREE

PRINCIPLES OF COMPUTATIONAL FLUID DYNAMICS (CFD)
AND EQUATIONS GOVERNING THE MOTION OF A FLUID

3.1 NAVIER-STOKES AND CONTINUITY EQUATIONS FOR
INCOMPRESSIBLE FLOW IN CARTESIAN COORDINATES

Analysis of most fluids’ flow can be achieved using two equations. The first, referred to
as the Continuity Equation, requires that the mass of fluid entering a fixed control
volume either leaves that volume or accumulates within it. In other words, it is a “mass
balance” requirement posed in a mathematical form, and is a scalar equation. The other
governing equation is the Momentum Equation, or Navier-Stokes Equation. Named after
Claude-Louis Navier and George Gabriel Stokes, the Navier—Stokes equations describe
the motion of fluid substances. These equations arise from applying Newton’s second
law to fluid motion, together with the assumption that the fluid stress is the sum of a
diffusing viscous term (proportional to the gradient of velocity), plus a pressure term.

The Navier-Stokes equations dictate not position but rather velocity. A solution of the
Navier-Stokes equations is called a velocity field or flow field, which is a description of
the velocity of the fluid at a given point in space and time. Once the velocity field is
solved for, other quantities of interest (such as flow rate or drag force) may be found.

This is different from what is normally seen in classical mechanics, where solutions are
typically trajectories of position of a particle or deflection of a continuum. Studying
velocity instead of position makes more sense for a fluid, however for visualization

purposes one can compute various trajectories.

30



31

There are many methods to derive these equations. However, a control volume approach
is used here to demonstrate the origin of each term. These equations are extremely
difficult to solve in their raw form. The Navier-Stokes equations are second order, non-
homogenous, non-linear partial differential equations that require at least two boundary
conditions for solution. Most solutions that exist are for highly simplified flow situations

where certain terms in the equations have been eliminated through some rational process.

3.1.1 Derivation of the Continuity Equation
Consider a small, fixed volume of fluid of lengths Ax , Ay and Az somewhere in the

middle of a flow stream (Figure 3.1).

w—+Aw,
A u+Au,
’ pTAap 7T p+Ap
Az
VA, v, p
pP+Ap
Ax
Ay / \\\
u,p
w, p

Figure 3.1: Elemental Fluid Volume for Derivation of the Fluid Equations in Cartesian
Coordinates.
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These lengths are short enough so that changes in all fluid properties across the volume
may be well approximated with linear functions. On the other hand, these dimensions
must me large enough so that the fluid may be considered as a continuum (i.e., much
larger than the molecular scale). The mass of fluid in this elemental volume depends on
the amount of fluid entering and leaving through the faces. The difference between these
two is the rate of mass that accumulates in the volume. The rate of mass entering a face is

the product of the density, the fluid velocity and the face area.

The mass flux entering the volume through the face perpendicular to the x-direction is

Mass fluxin = puAyAz (3.1)

The mass leaving the volume on the opposite side of the volume is again the product of

density, velocity and area. The mass flux leaving that face is thus

Mass fluxout =—(p+ Ap)(u+Au)AyAz (3.2)

Where Ap and Au are the small changes in the density and velocity as the fluid passed

through the volume. The negative sign signifies the fact that the mass is leaving the
control volume. Performing the same analysis on the mass entering the volume through

the other faces of the volume results in the following

y-direction, Mass fluxin = pvAxAz (3.3)

z-direction, Mass fluxin = pwAxAy (3.4
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where v and w are the velocities in y and z directions respectively. Similarly, the mass

fluxes leaving the volume on the opposite faces are

y-direction, Mass fluxout =—(p+ Ap)(v+ Av)AxAz (3.5

z-direction, Mass flux out = —(p + Ap)(w+ Aw)AxAy (3.6)

All of these added together must equal the mass of fluid accumulating in the

volume, AxAyAz . This mass is given by,
. Ap
Mass accumulating = (E)AxAyAz 3.7)
Putting all of these together, we have

(%)AxAyAz = pulyAz + pyAxAz + pwAxAy — (p + Ap)(u + Au)AyAz (3.8)

—(p+Ap)(v+AV)AxAz —(p + Ap)(w+ Aw)AxAy

Multiplying out the quantities in the parentheses and neglecting terms with at least four

products of the quantities in A results in

or
(%)Axmz:—A(pu)AyAz—A(pv)AxAz—A(pw)AxAy (3.10)

Dividing both side by AxAyAz and rearranging, yields
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Ap _ Alpu)  Alpy)  Alpw) _

(3.11)
At Ax Ay Az
Taking the limit as Af tends to 0, the above equation can be written as
op  Olpu)  o(pv) opw) _, (3.12)

ot ox oy oz

. o 0 . . .
Where the partial derivatives, Py are used because the function (velocity or density)
¢

depends on several variables (3 position or spatial variables and time). It should be noted
that in this equation, the density and velocities are still functions of the spatial

coordinates X,y and z.

For an incompressible fluid, the density will be constant and, hence, the Continuity
Equation becomes

ou oOv ow
t—t—=

—+—+—=0 3.13
ox oy o0z (3-13)

3.1.2 Derivation of the Momentum (Navier-Stokes) Equations

Starting with the same small, fixed volume of fluid somewhere in the middle of a flow
stream with sides of lengths Ax,Ay and Az (Figure 3.1): The law of the conservation of
momentum states that the rate of change of momentum in the control volume must equal
the net momentum flux into the control volume plus any external forces acting on the

control volume. The derivation will be based on the momentum in the x direction.
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Similar derivations may be shown for the y and z direction. Hence, there are three

different momentum equations that together comprise the Navier-Stokes Equations.
3.1.2.1 Momentum Change and Flux

The time rate of change of momentum within the control volume is

% =%(pu)AxAyAz (3.14)

The flux of momentum in the x direction into each face of the control volume is the

product of the mass flux per unit area, mf multiplied by A4 and the x direction velocity,
Momentum flux = mf xulAA (3.15)

Where, AA is the surface area. For the side in the negative x-direction, the momentum

flux is thus

x momentum fluxin = puuAyAz (3.16)

The momentum flux out the opposite side is
0

x momentum flux out = —(puu + ™ (ouu)Ax)AyAz (3.17)
X

The momentum flux into the face with normal vector in the negative y direction is

ymomentum fluxin = pvuAxAz (3.18)

For the face opposite, the momentum flux out is
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y momentum flux out = —(pvu +§(pvu)Ay)AxAz (3.19)
y

Using a similar analysis, it can be shown that the momentum flux into and out of the

faces with normal vectors in the z direction are, respectively,

zmomentum fluxin = pwulAxAy (3.20)
and
0
zmomentum flux out = —(pwu + > (owu)Az)AxAy (3.21)
4

As expressed in the law of conservation of momentum, the momentum equation comes

from adding all of these terms together.

opu) AxAyAz = puulAyAz — (puu + 9 (ouu)Ax)AyAz + pvulAxAz
ot Ox
p p (3.22)
—(pvu+ P (ovu)Ay)AxAz + pwulAxAy — (pwu + > (owu)Az)AxAy + Z F
y 4

Where, ZFX is the sum of the external forces on the control volume. Expanding the

terms in the bracket and rearranging gives

_9Cpu) 0 9 9
Y F =( 5 o (puu) + > (pvu) + . (pwi))AxAyAz (3.23)

Using the product rule, the momentum change and fluxes can be expanded to
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ou ou ou ou Op  O(pu)

F =(p—+ pu—+ pv—+ pw—+u—=+u—"

LE =g+ P P o T o
(3.24)

w0 2 L OPW) A
oy 0z

Identifying the last four terms in parentheses as the continuity equation (which must be

zero) times u, leaves

ou ou ou ou
F =(p=2+ pu—tt pvt 4 pwIt)AxAyAz 3.25
Y F, (p= +pu— o pw—)AxAy (3.25)

In the same manner the forces in the y and z directions can be obtained thus:

ov ov ov ov
F =(p—+pu—+ pv—+ pw—)AxAyAz 3.26
D F, (p+pu— o pw—)AxAY (3.26)
Y F = (pa—w+ pua—w+ pva—w+ pwa—w)AxAyAz (3.27)
ot ox oy 0z

3.1.2.2 Derivation of Forces

There are two types of forces to be included: body forces and surface forces. Body forces
act on the entire control volume. The most common body force is that due to gravity. The
body force due to gravity is the component of the acceleration due to gravity in the x-

direction (gx) times the mass of the fluid control volume (density times volume), or

F, =g, pAvAyAz (3.28)

Surface forces act on only one particular surface of the control volume at a time, and

arise due to pressure or viscous stresses. The stress on a surface of the control volume
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acts in the outward direction, and is given the symbol s, , with two subscripts. The first

jj b
subscript 1 indicates the normal direction of the face on which the stress acts, while the
second subscript j indicates the direction of the stress. The force due to the stress is the
product of the stress and the area over which it acts. Thus, on the faces with normals in

the x-direction (AyAz), the forces acting in the x-direction due to the direct stresses are
in out 8(7

F" =-0 AyAz and F," = (o, +8—”Ax)AyAz (3.29)
: "

The sum of these two forces is

00 vy

F;) =

—X

AxAyAz (3.30)
Oox

Similarly, on the faces with normals in the y-direction (AxAz), the forces in the x-

direction due to shear stresses sum to

oo .
F,  =—AxAyAz (3.31)
ay

and on the faces with normals in the z-direction ( AxAy ), the forces in the x-direction due

to shear stresses sum to

F, =99 pAvapaz (3.32)
z

The sum of all surface forces in the x-direction is thus,
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oo
Py = (8% 000 0%y ey (3.33)
0x oy 0z

The stress o includes the pressure p (acting inward, and, hence, has a negative sign)
and the normal viscous stress 7, . The stresses o, and o, include only viscous shearing

stresses 7, and 7. This gives the force in the x-direction as

0
_8_p+ 07, + P + a;” JAXAyAz (3.34)
z

Fsllﬂ‘[:
e = ox  Ox Oy

3.1.2.3 Newtonian/Non-Newtonian Fluids

A Newtonian fluid is one in which the viscous stress is linearly proportional to the rate of

deformation (r~2—u). The constant of proportionality is the viscosity, u.For an
y

incompressible Newtonian fluid, the viscous stresses are

Ll (3.35)
Ox
ov Ou
_ L ou 3.36
T ”(ax ay) (3.36)
ow ou
_ L ou 3.37
T, #(ax aZ) (3.37)

Some of these terms can be cancelled out using the continuity equation. The remaining
terms, combined with the body force term and put into the equation for the force in the x-

direction, give
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0 ’u  du 62
Y F. = (pg )} AxdyAz (3.38)

0 ox 62

This gives, as the final expression of the x-momentum equation,

(@+ua_u+va_u+wa_u)_ _8_p+ (82u+82u+82u
Pac ax oy Ve PR T e oy o

) (3.39)

The corresponding momentum equations in the y and z directions, respectively, are

ov. ov Ov ov 8p 82 62v o’

—tu—+v—+tw—)= ~— 1t 3.40
P TV ) T T T G T o (340)
and

ow ow ow op w 62w o’w

—+u—+v—+w— -—— 3.41
P o %)= pe. 2 + pu( P a 75 ) (3.41)

3.2 NAVIER-STOKES AND CONTINUITY EQUATIONS FOR

INCOMPRESSIBLE FLOW IN CYLINDRICAL COORDINATES
3.2.1 Continuity Equation

For cylindrical coordinates, a convenient control volume (whose sides are parallel to the

coordinates) may be selected as shown in Figure 3.2.

The aim is to account for all the fluid that is accumulating, and flowing through this

control volume, namely:

Rateof Accumulation+ Rateof Flow In = Rateof FlowOut
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Figure 3.2: Elemental Fluid Volume for Derivation of the Fluid Equations in Cylindrical

Coordinates.

The velocity field will be described as

u=ve +vye,+v.e,

The volume of the differential control volume is

dV =rdrd0dz

The mass of fluid in the control volume is

dM = pdV

The rate of change of mass or accumulation in the control volume is then

(3.42)

(3.43)

(3.44)
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Mass accumulating = aa—'? rdrdQdz (3.45)

For the net flow through the control volume (dealing with one face at a time),

considering the r faces, the net inflow is

m,,, = purdQdz (3.46)

while the outflow in the r direction is
. opu
m, .. = (pu+ a—dr)(r +dr)d0dz (3.47)
r
So that the net flow in the r direction is
i i = pudrd@dz + 2% rardodz + 2L dr dods (3.48)
’ ’ or or
The last term in this equation can be dropped (higher order) so that the net flow on the r
faces is

m

r,out

i =l pudV+aaL”dV (3.49)

r,in r r
The net flow in the theta direction is slightly easier to compute since the areas of the
inflow and outflow faces are the same. At the outset, the net flow in the theta direction is

10
m@net:_ pva
’ r 00

dv (3.50)

Considering the z direction, the face area is that of a sector of angle 4@ :



A =l(r+dr)2d6’—lr2d0
2 2

=rdrdf + %drzdé? (i.eneglecting the higher order term)
=rdrd@

The inflow at the lower z face is
m_,, = pwA, = pwrdrd0

while the outflow at the upper z face is

i, = (pw+ P A,
’ oz

= pwrdrd@ + ag W v drd@dz

V4

Finally, the net flow in the z direction is

0PW | 1rdOds

mz,out mz,in -

0z
Now, putting things together to obtain the continuity equation

9P av + X puav + L qy + LY gy PV gy g
ot r or r 00 Oz

10pv

Dividing by dV and rearranging the r components of the velocity

a_p+la(rpvr')+la(pv0)+apvz :0
ot r or r 06 0z
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(3.51)

(3.52)

(3.53)

(3.54)

(3.55)

(3.56)
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For an incompressible fluid,

10(rv,) +16(rv0) +%=
r or r 00 0z

0 (3.57)

3.2.2 Momentum (Navier-Stokes) Equations

A change of variables on the Cartesian equations will yield the following momentum

equations for r, ¢, and z:

(x;,¥:,2;)

Figure 3.3: Change of Variables from Cartesian to Cylindrical Coordinates.

r-component:

p(—=+v, + =Lty ) =——+F,
ot or r 00 oz r or (3.58)

ov. 1ov, 10 o v 2 ov,

+ ( r +_ I - 7 7 __7___)

+ +
H or* r or r*o6* oz* r* r*oé
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0 -component:

ov, v, vy vy O, v, ov, NLAZINS _la_p+ F,
ot or r 00 0z r r oo (3.59)
o%v, +16v0 Lazvy o%v, _v_g_l_i%

or? r or r? 00? 0z* 2 r? o6

Pl

+u(

Z-component:

p(ﬁvz v ov, +v_€6vz v, sz):_ﬁ_p_l_F
ot or r 00 0z 0z
o%v, 10ov, 1 0%, 0%v,
+— + — )

+
or’ r or r®o060° 0z*

(3.60)

+u(

3.3 PRINCIPLES OF COMPUTATIONAL FLUID DYNAMICS (CFD)

Applying the laws of mechanics to a fluid results in the set of non-linear partial
differential equations as derived above and summarized below.

Conservation of mass/continuity equation,
op —
—+V-(pV)=0 (3.61)
ot
and Conservation of momentum/Navier-Stokes equation,
o .
p5+p(V-V)V=—Vp+pg+V-rﬁ (3.62)

Obtaining the exact (analytical) solutions to these equations is impossible [Bhaskaran
and Collins, 2002]. With the advent of computers, however, it becomes possible to obtain
approximate solutions to these equations.

The main strategy of CFD is to replace the continuous problem domain with a discrete

domain using a grid [Bhaskaran and Collins, 2002]. Each flow variable (velocity,
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pressure, e.t.c.) is defined at every point in the case of the continuous domain. A variable

named velocity, for instance, would be given in the continuous 1D domain as

v=v(x), 0<x<5 (3.63)

In contract, each flow variable is defined at the grid points in the case of discrete domain
system. For the same velocity mentioned above, this will be defined on a finite number

of N grid points as follows.

v.o=w(x), i=1,2,..,N (3.64)

x:O x:S

Figure 3.4: Continuous Domain : PDEs + Boundary Conditions in Continuous Variables.

Grid point

Figure 3.5: Discrete Domain (X, Xy, ..., Xn): Algebraic Equations in Discrete Variables.

The discretization makes it possible to directly solve for the relevant flow variables only
at the grid points. Interpolation of the discrete values must be carried out in order to

determine the values at other locations. The governing partial differential equations are

usually expressed in terms of the variables (¥, pet.c.) in the continuous domain.



CHAPTER FOUR

EXPERIMENTAL INVESTIGATIONS AND RESULTS

4.1 EXPERIMENTAL PROGRAM

The experimental tests consisted of the following.

1) Standard tests on SCC mixes: Slump flow, L-box and V-funnel tests.

2) Rheological investigations on SCC mixes.

3) Flow profile during a full-scale slab casting.

4) Determination of lateral pressure exerted on a formwork during a full-scale

casting of a vertical wall.

Table 4.1 shows the mix-proportions of the SCC tested. FAl 10% and FA2 10%
represent mixes made of 10% fly ash with and without retarder (PR150) respectively.
Similarly, SF1 10% and SF2 10% represent mixes made of 10% silica fume with and
without retarder respectively, whereas SF3 10% represent mix with retarder but
measurements were not taken until after the time (about 2 hours) when the retarder has
lost its effectiveness.

In addition, the tests conducted at KFUPM by Malik (2011) was used for the verification

of CFD modeling of various standard tests.

4.1.1 Preparation of SCC Mixes

A horizontal pan mixer was used in for all the mixes tested in this research while
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Table 4.1: Mix Proportions used for Casting of Slab and Wall Elements.
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Admixture
SFE- Fine
Mix # Sfr}lnel?; 10% (kwj‘g) Coars(ek’*/i%)egates Aggregate | VISCO | PR 150
& (kg/m®) | 8 & (kgm’) | (L/m’) | (L/m%)
20 | 10 | 5
mm mm mm
FAl
Lov, | 450 50 150 | 150 | 715 | 300 600 4.0 2.0
f(‘)“o/zo 450 50 150 | 150 | 715 | 300 600 4.0 0.0
18& 450 50 150 | 150 | 715 | 300 600 4.0 2.0
SF2
v | 450 50 150 | 150 | 715 | 300 600 4.0 0.0
SF3
oo, | 450 50 150 | 150 | 715 | 300 600 4.0 2.0

identifying the ones giving satisfactory flow and rheological properties. Coarse aggregate

was placed followed by cement, mineral filler and sand respectively. These ingredients

were mixed for 60 sec. Water and superplasticizer were then added slowly during the

mixing process. Extra care and patience were exercised to make sure that the

superplasticizer was added in small increments to prevent bleeding.

4.1.2 Slump Flow and T500 Test

This test is a measurement for the filling ability of SCC. It measures two parameters:

flow spread and flow time T500. A cleaned base plate was placed in a stable and level

position. The inner surface of the cone and the test surface of the base plate were pre-wet

using a moist towel. The cone was then placed in the centre of the base plate. Without

any external compacting action, the cone was filled with the SCC sample from a bucket.
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Any surplus concrete above the top of the cone was struck off. After a short rest (no more
than 30 seconds) the cone was lifted perpendicular to the base plate in a single movement
in such a manner that the concrete was allowed to flow out freely without obstruction
from the cone. A stopwatch was started immediately the cone loses contact with the base
plate and was stopped when the front of the concrete first touched the circle of diameter
500mm. The stop watch reading was recorded as the T500 (or T50) value. The test was
completed when the concrete flow ceased (Figure 4.1). The largest diameter of the flow
spread and the one perpendicular to it were measured and the average taken and recorded

as the slump flow spread.

Figure 4.1: Slump Flow and T500 Test.

4.1.3 V-funnel Test

The V-funnel test is a measurement for the filling ability of SCC. The cleaned V-funnel

was placed vertically on a stable and flat ground, with the top opening horizontally
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positioned. The inner side of the funnel was kept under ‘just wet’ condition. The gate
was closed and a bucket was placed under it in order to retain the concrete to be passed.
The funnel was filled completely with a representative sample of SCC without applying
any compaction or rodding. Any surplus concrete was removed from the top of the
funnel using a straight edge. The gate was opened after a waiting period of few seconds.
The stopwatch was started at the same moment the gate opens. The time was stopped at
the moment a clear space was visible through the opening of the funnel. The stop watch

reading was recorded as the V-funnel flow time.

Figure 4.2: V-funnel Test.
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4.1.4 L-box Test

This test is a measurement for the passing ability of SCC. The L-box was supported on a
level horizontal base and the gate between the vertical and horizontal sections was
closed. The SCC was poured from a container into the filling hopper of L-box and
allowed to stand for few seconds. The gate was raised so that the SCC was allowed to
flow into the horizontal section of the box. When movement ceased, the vertical height of
SCC at the end of the horizontal section of the L-box was measured at three different

positions across the width of the box. These three measurements were used to calculate

the mean depth of the concrete as /2, (mm). The same procedure was used to calculate the

depth of SCC immediately behind the gate as 4, (mm).

Figure 4.3: L-box Test.
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4.1.5 Determination of Rheological Parameters of Yield Stress and Viscosity

Figure 4.4 shows the ICAR rheometer used to measure the rheology of SCC [ICAR,
2008]. The fresh concrete is held in a container. Other components of the rheometer
include a driver head housing an electric motor and torque meter, a chuck on the driver
holding a four-blade vane (having diameter and height of 127 mm), and a laptop
computer to operate the driver, record the torque during the test, and calculate the flow
parameters. The driver/vane assembly was attached to the top of the container by means
of a frame. A series of vertical rods are arranged around the perimeter of the container to
prevent slipping of the concrete during the test. The nominal maximum size of the

aggregate dictates the selection for the size of the container and length of the vane shaft.

Figure 4.4: ICAR Rheometer.

4.1.5.1 Stress Growth Test

This test provides the information required (the maximum torque) to calculate the static
yield stress of the SCC material. The test consists of rotating the vane at a constant speed
of 3.76 rad/sec. The build of torque is measured as a function of time. Figure 4.5 shows

the results of a typical stress growth test.



Torque, N-m
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o
S

10 15 70 25 30

Figure 4.5: Stress Growth Test.
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Calculation of the static yield stress is achieved using the peak torque and this value is

displayed at the bottom of the computer display (Figure 4.6).

File Settings

Geometry Torque Reset Abort Test
File Mame Prefix Vane Radius {mm) Vane Height {mm}|Ensure that no load is applied to vane
[ raw: Data File 635 127.0 and dick 'Reset’. The process is _
e - = - complete when the green lightis no
Current Directory longer illuminated
= = Container Radius {mm) : : o
hoose 4 Fipos est Status
= —
Stress Growth Test Flow Curve Test
Test Speed (rps)  0.025 Breakdown  Breakdown Mumber of Time per Initial Speed  Final Speed
Time {5} Speed {rps! Paints Paint {s) {rps) {rps)
After starting the test, monitor the build-up in torque on the plot. 20 0,50 7 5 0,50 .05
When the maximum torgue has been reached, dick 'Fnish',
Stress Growth Torque Flow Curve
=
e E =
5 £ e
y ¥ S
= =g
= =1 Engham E
'E' 0.0- = =
0.1 0 I 1 | 0 | 1 [ ! !
0.0 10.0 20.0 30.0 40.0 50,0 60.0 0.0 if= 0.2 0.3 0.4 et 0.5
Time (sec) Speed {rew/s)
Test Results Relative Parameters Bingham Parameters
Peak Torgue (Nm) Yield Stress (Pa) ¥ {Hm) W {Mm.s) R"2 = (Pa) ulPa.s) mse
oo | Bo | poo | oo oo | B | b pom |
Messages:

Figure 4.6: ICAR Rheometer Software Window [ICAR, 2008].
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Depending on whether or not all the material in the container is flowing, Reiner-Riwlin
equations were used to calculate the stress at the other points in the stress growth test.

For the case for where all material flows, the Reiner-Riwlin equation is

g T (1 —ﬁln(&j

“4mu\RT R)) u \R (4.1
For the case where not all material flows:
: T 1 27hz, | 7, T
Y= > = ——1In 5
drhpu | R, T 2u |\ 27htT,R, (4.2)

Where 7 is the shear rate (rad/s), T is the torque (Nm), h is the vane height (m), i is
the plastic viscosity (Pas), 7, is the yield stress threshold (Pa), R, is the vane radius,
and R, is the outer container radius.

To identify the applicable case under consideration, the effective radius that separates the

flowing region from the non-flowing region was used thus.

T
Roer = \ 2707, (4.3)

The material does not flow in the region where the shear stress of the material is below
the yield stress and, hence, the effective radius is less than the container radius. On the
other hand, the material flows completely when the shear stress is higher than the yield
stress thereby resulting in the effective radius to be more than the container radius. At the
early part of the stress growth test, the material only flows partially in the container. But
as the test proceeds and the effective radius goes beyond the threshold value, the material

flows completely in the container.
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All Material Flows Not All Material Flows

Shear \ Shear \
Stress p z Stress T —
Shear Shear
Rate _ Rate
Angular \ Angular
Velocity . Velocitv
;r Tnner " Inmer T _Flou'ing
Radiys All Radiys -~ Zone
i Material : ~Dead Zone
Flows Transition
Outer Radius
Radius Outer Radius
(a) (b)

Figure 4.7: Cases where (a) All Material Flows and (b) Not all Material Flows
[ICAR, 2008].

4.1.5.2 Flow Curve Test

In order to model the SCC in a FLUENT software using Bingham model, two
rheological test parameters are needed, namely, the dynamic yield stress and the plastic
viscosity. By conducting the flow curve test, the ICAR Rheometer can handle this. For
that purpose, this test was conducted in this study. To provide a consistent shearing
history and breakdown any thixotropic structure that may exist, the test begins with a
“breakdown” period in which the vane is rotated at maximum speed of 3.76 rad/sec.
before measuring the Bingham parameters. This speed is then reduced in seven steps.
During each step the speed is held constant and the average speed and torque is recorded.
The ICAR Rheometer software performs all the necessary functions: operates the drivers,
records the torque, computes test results, and stores data. Figure 4.8 shows a typical

extract from the software window (Figure 4.6) for the plot of torque versus vane speed.
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Figure 4.8: Flow Curve Test.

The intercept and slope are reported as relative parameters through computing a best-fit
line to the data by the software. The software also computes the Bingham parameters of

dynamic yield stress and plastic viscosity.

4.1.6 Full-Scale Casting of a Wall and Determination of Lateral Pressure on the

Formwork — Instrumentation and Data Acquisition

A 200cmX150cmX20cm box, made of a combination of plywood and Plexiglas, was
fabricated as a mold for casting the vertical wall element. One side is intentionally made
with Plexiglas in order to visually monitor the flow progress during the casting operation.
Figure 4.9 shows the picture of the formwork so formed.

The vertical wall formwork was equipped with pressure transducers as follows. Two
pieces of PWB-20MPB pressure transducers manufactured by Tokyo Sokki Kenkyujo
Company were fixed, one at the base and the other at a distance of 1m from the base
respectively. Figure 4.10 shows the picture of the transducer used and the fixing details

to the vertical formwork for the wall.
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Figure 4.9: A 2mX1.5mX0.2m Fabricated Formwork for the Measurement of Lateral
Pressure Exerted by SCC due to Full-Scale Casting of a Wall.
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Plv wood

PWE-20MPB
pressure transducer

(a) (b)

Figure 4.10: (a) PWF-20MPB Pressure Transducer (b) Fixing Details.

Prior to fixing these transducers, a calibration was achieved in the laboratory in which
the calibration coefficient was determined for inputting into the data logger. Figure 4.11
(a) shows the calibration process where a known height of water (with a density known)
was used to fill a plastic mold and the resulting pressure so exerted read in the data
logger (Figure 4.11 (b)). Necessary adjustments on the value of the coefficient where
made until a pressure reading approximately equal to the expected hydrostatic value was
achieved.

Out of the tested SCC design mixes shown in Table 4.1, SF2 10% was used for the
casting of the vertical wall. After a thorough mixing in a truck mixer (Figure 4.12 (a)) for
a reasonable period of time, a concrete pump (Figure 4.12 (b)) was used to supply the

SCC into the formwork (Figure 4.12 (c)). The pressure transducers attached to the
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formwork sense the pressure and the readings were automatically recorded and saved by

the data logger.

L

e e i -
4

= o W,
N A% | >

R

(2) (b)

Figure 4.11: Determination of the Calibration Coefficient:
(a) Column of Water Confined in a Plastic Mold (b) Portable Data Logger.

4.1.7 Full-Scale Casting of a Slab

A 100cmX100cmX30cm box made of a combination of plywood and Plexiglas was
fabricated as a mould for casting the slab element. One side is intentionally made with
Plexiglas in order to visually monitor the flow progress during the casting operation.
Figure 4.13 shows the picture of the formwork so formed.

The same mix-design (SF2 10%) for the SCC used in casting the vertical wall was used

to cast the slab. After a thorough mixing for a reasonable period of time in the truck
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e

Figure 4.12: Operations During the Wall Casting; (a) Mixing using a Truck Mixer
(b) Pumping using a Concrete Pump (c) Vertical Wall Formwork.
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Figure 4.13: Fabricated Formwork for the Study of Flow Profiles During the Casting of
the Slab.

mixture, a concrete pump was used to supply the SCC into the formwork. The
progressive flow was monitored until the SCC inside the formwork reached a level of 25

cm.

4.2 RESULTS FOR THE EXPERIMENTAL PROGRAM AND DISCUSSION

Results of the workability tests for slump flow and T500, L-box ratio and V-funnel time
conducted to identify the required mix-design for the wall and slab casting are
summarized in Table 4.2. The rheological parameters for yield stress and plastic viscosity

measured for the trial and finalized mixes are shown in Table 4.3.

4.2.1 Slump Flow, T500, L-box and V-funnel Tests

Result for the slump flow and T500 tests (Table 4.2) shows that all the mixes tested have

satisfactory slump flow (650-800mm) and T500 (2-5 sec.) values. The samples



Table 4.2: Fresh Properties of SCC.

Mix Slump flow | T-50 (s) V-funnel(s) L-Box
(mm) Ratio
FA1 10% 750 4.16 7.8 1
FA2 10% 730 4.0 10.2 0.9
SF1 10% 690 2.56 11.59 0.8
SF2 10% 700 2.75 7.85 0.96
SF3 10% 680 3.16 9.12 0.82
Table 4.3: Bingham Parameters.

Mix T (Pa) i (Pa-s)
FA110% 70.3 8.3
FA2 10% 60.1 52.5
SF1 10% 82.2 8.9
SF2 10% 95.1 28.4
SF3 10% 90.4 45.0
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containing fly ash (with or without retarder) show more flowability as seen in the slump
flow values than those made using silica fume. Also, the T500 values for these mixes are
higher than those containing silica fume. However, minor segregation effect was
observed in the case of those samples containing fly ash as an admixture.

The range of L-box ratios obtained (0.8-1.0) indicate a good passing ability for all the
mixes. Also, as was physically observed at the end of the test, the aggregate blocking was
avoided as the SCC flow through the reinforcement.

Flow times within the satisfactory range (6-12 sec.) were obtained in all the mixes tested

using the V-funnel. This test method predicts the flowability of the fresh concrete tested
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and, hence, reaffirms the result obtained for the slump flow test which also shows that all

the mixes are highly flowable.

4.2.2 Rheology and Thixotropy Parameters

The stress growth test was used to determine the thixotropy parameters. It was performed
at a constant shear rate of 3.76 s ' after allowing the sample to rest for three different
times (1 minute, 5 minutes and 15 minutes). Figure 4.14 shows a typical plot of the

parameter A from the stress growth test.

97 —<— 1 min resting time
8 1 —5— 5 min resting time
7 —— 15 min resting time
6 -
5 -
A
4 -
3
7
1
0 )
0 100 200 300 400
Time (s)

Figure 4.14: A vs Time at Constant Shear Rate.

The plot shown in Figure 4.14 explains that the static yield stress (related to A through

T=(1+A)t, + 1y ) and the time needed to reach steady state increases with increase in

resting time. The flocculation resulted during the resting period makes the initial values
of 4 (i.e. &) to be high. However, once shearing is started, it decreases with time

exponentially towards zero (Malik, 2011). Two parameters are obtainable from the plot
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shown in Figure 4.14: A, for each resting time and a value of the parameter o obtained by

fitting an exponential function (4 = ﬁoe_ay t) in the plot. Reciprocal of the slope of A

versus resting time (Figure 4.15) is used to obtain the characteristic flocculation time T

. t . . . T
from the relation 4, = T’ whereas the flocculation rate is obtained as A, =—>
9
Model < Experimental Value
8 p o
7 —
6 u /
5 -
Ao 4] /
5 O /
2 -
H o
0 ‘ ‘ : . .
0 200 400 600 800 1000 1200
Resting time, t (s)

Figure 4.15: Ay vs Resting Time.
Table 4.4 shows a summary of all the thixotropic parameters for all the mixes tested to
identify the most suitable one for casting the slab and wall elements.
The results presented in Table 4.4 show that the first three mixes FA1 10%, FA2 10%,

and SF1 10% resulted in very low values of A, . On the other hand, the mixes SF2 10%

thix *
and SF3 10% gave relatively higher values of A, . However, in both the two cases,

these values are on the boarder of the classification of thixotropy ranges proposed by

Roussel (2006) (Table 2.1). A, . values for the mixes FA1 10%, FA2 10%, and SF1

thix

10% are just within the border for the non-thixotropic and the thixotropic range, whereas
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that of the mixes SF2 10% and SF3 10% are just within the border of the thixotropic and

the highly thixtropic range.

Table 4.4: Thixotropy Parameters for all Mixes.

Mix T (s) Ao o Amix (Pa/s)
Im Sm 15m
FA1 10%* 620 0.22 ] 0.64 | 1.20 | 0.0037 0.11
FA2 10% 400 0.45] 091 | 1.12 | 0.0025 0. 15
SF1 10%* 500 0.52 ] 1.01 | 1.39 | 0.007 0.16
SF2 10% 200 1.60 | 2.98 | 433 | 0.004 0.48
SF3 10%** 166.8 1.98 | 2.67 | 2.90 | 0.0047 0.54

* With Retarder and tested immediately
** With Retarder and tested after 2 hours

Two reasons were observed to result in significantly lower values of the flocculation

parameter A . ; the use of fly ash as the mineral admixture and the use of a retarder

(PR150) in the mix. Fly ash was used in both FA1 10% and FA2 10% mixes and all
resulted in very low thixotropy. Also, even between the two fly ash mixes, the one
containing the retartder PR150 (FA1 10%) is seen to result in lower thixotropy than the
one containing no retarder (FA2 10%). In addition, although the use of silica fume was
observed to result in relatively more thixotropic mixes but still the use of the retarder
PR150 and silica fume is seen to result into a very low thixotropic mix when Ay 1S
measured immediately after mixing (SF1 10%). However, if one waits for about 2 hours
prior to testing, the influence of retarder is negated and the Auix value of SF 3 10%
becomes quite close to the Awix value of SF2 10%. Another noticeable effect of the use of

retarder is that of very low value of plastic viscosity. This can be seen in Table 4.3 where
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the viscosity values obtained were 8.3 Pa-s and 8.9 Pa-s for FA1 10% and SF1 10%
respectively. In order to offset the effect of using the retarder, a mix (SF3 10%) was
tested containing silica fume and PR150 but rheological measurements were not taken
until after a waiting time of about 2 hours from the initial mixing period. This was done
to ensure that the retarder have lost its effectiveness at that time. As can be seen from the

result, the A, . value computed for this mix (0.54) appear to be in close agreement with

thix
that of the mix (SF2 10%) in which no retarder was used (0.48). Also, as can be seen in
Table 4.3 the value of the plastic viscosity (45.0Pas) obtained in SF23 10% is seen to
increase significantly over that obtained (8.9Pas) when the retarder was still effective

(SF1 10%). Significant lowering of Awix in the presence of retarders would result in high

formwork pressure for such SCC mixes when used in vertical wall construction.

4.2.3 Flow Profiles during Slab Casting and Lateral Formwork Pressure

Table 4.5 shows the result for the change in level/height of the SCC specimen at the end
of the slab casting operation. This result will be utilized for comparison with that of the

CFD simulation discussed in chapter five.

Table 4.5: Experimental Result for the Full-Scale Slab Casting.

H (cm) 5 10 15 20 25

Time (s) 19.1 34.5 533 86.2 114.5

Similarly, the pressure readings at the end of the full-scale casting of the wall element are
shown in Table 4.6 and these will be utilized for comparison with the CFD and the
proposed finite element model simulations discussed in chapters five and six

respectively.
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Table 4. 6: Experimental Result for the Pressure exerted on Formwok during the Full-

Scale Wall Casting.
Height (m) 0.060.160.320.50]053(0.7510.7210.79 {0.85]1.0
Lateral Pressure 1.3 (34 |69 |11 11.7116.5 | 158 | 17.2 | 18.6 | 20.8
(Kpa)




CHAPTER FIVE

COMPUTATIONAL FLUID DYNAMICS SIMULATION OF

SCC FLOW AND RESULTS

5.1 GENERAL

Validation of the computational fluid dynamics simulation in this study includes the use
of the available experimental data reported in [Malik, 2011], where a series of
experiments were conducted using different SCC mixes to obtain the critical range of
rheological parameters of yield stress and viscosity where segregation is minimized, yet
the material will retain its fluidity. Nine mix designs were made by varying the amount
of Silica Fume, Limestone powder and Fly ash. Water/powder ratio was kept constant at
0.3. Tables 5.1 and 5.2 show, respectively, the mix proportions and the thixotropy and

Bingham parameters of the SCC tested by Malik (2011).

5.2 NUMERICAL (CFD) SIMULATION OF SCC CONVENTIONAL TESTS

In this chapter, computer-aided numerical simulation of the flow of SCC given in table
5.1 was carried out to verify its constitutive material behavior for each of the following
SCC flow tests:

e Slump Flow and T500 Test

e L-Box Test

e V-funnel Test
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Table 5.1: Mix Proportions [Malik, 2011].
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Cement | Filler Water Coarse Aggregates ilggrega te Viscocrete
3 3 3 3 3
(kg/m”) | (kg/m”) | (kg/m”) (kg/m”) (ke/m’) (kg/m”)
20mm | 10 mm | 5 mm
REF 485 0 144 456 341 270 690 4.47
SF 2.5% | 473 12 144 456 341 270 690 3.55
SF 5% | 461 24 144 456 341 270 690 5
SF 7.5% | 449 36 144 456 341 270 690 5.26
LSP 5% | 461 24 144 456 341 270 690 6.31
LSP
10% 437 48 144 456 341 270 690 5
LSP 413 72 144 456 341 270 690 4.2
15%
FA 5% | 461 24 144 456 341 270 690 342
FA
7 50, 449 36 144 456 341 270 690 3.55
FA 10% | 437 48 144 456 341 270 690 3.68
Table 5.2: Thixotropy and Bingham Parameters for all mixes [Malik, 2011].
Mix T (s) Ao
z%a) u (Pa-s) Im Sm 15m o Atnix
(Pa/s)
REF 56.3 | 48.4 125 2.1 3 6.8 0.0038 | 0.46
SF 2.5% 65.1 525 90.9 3.5 5.6 9.6 0.0025 | 0.715
SF 5% 65.5|54.9 111 0.5 2.7 7.5 0.0019 | 0.53
SF 7.5% 584 | 71.2 111 3 4.4 7.5 0.0037 | 0.52
LSP 5% 39.359.2 76.9 4 6.5 11.5 0.0027 | 0.51
LSP 10% 45.5 | 53.1 71.4 4.8 7.5 11.2 0.0037 | 0.63
LSP15% 36 |63 52.6 5 7.8 16.5 0.0039 | 0.68
FA 5% 34 |48.9 111 2 5 8 0.0039 | 0.3
FA 7.5% 47.4 | 62.9 67 3.5 7.4 13 0.0027 | 0.7
FA 10% 32.2 | 58.6 20 8 20 42 0.0027 | 1.6
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5.2 NUMERICAL (CFD) SIMULATION OF SCC CONVENTIONAL TESTS

In this chapter, computer-aided numerical simulation of the flow of SCC given in table
5.1 was carried out to verify its constitutive material behavior for each of the following
SCC flow tests:

e Slump Flow and T500 Test

e [-Box Test

e V-funnel Test

5.2.1 Discretization Scheme

The domain of interest for each of the above mentioned test was decided and the
boundary conditions identified. The geometric modeling of the same was achieved using
the GAMBIT program [Fluent inc., 2003].

The Set Face Element Type command was used to specify the mesh node configuration
associated with either of two available face element shapes.

To set the face element type, it was necessary to specify the node pattern associated with
each of the face element shapes. There are two face element shapes available in

GAMBIT:

e Quadrilateral

e Triangle

Each face element shape is associated with three different node patterns, and each node
pattern is characterized by the number of nodes in the pattern. Figures 5.1 and 5.2 show
the node patterns associated with the quadrilateral and triangular face element types,

respectively.
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Figure 5.1: Quadrilateral Face Element Types.

VANDAN

3-node B-node

Figure 5.2: Triangular Face Element Types.
When a face element type is set, GAMBIT applies the type to all face elements of the
specified shape. For example, if 8-node quadrilateral face elements are specified,
GAMBIT locates mesh nodes according to the 8-node pattern for all quadrilateral face
elements produced in the subsequent face meshing operation.
The specification of the face element type was achieved using the Set Face Element Type
form (Figure 5.3) by simply clicking the Set Face Element Type command button on the

Mesh/Face subpad in the GAMBIT environment.

Set Face Element Type

Quaddrilateral Triangle

@ 4 node (% 3 node
_ Jid node _JB node
. 29 node

Spply | Reset | Close |

Figure 5.3: The Set Face Element Type Form.
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The Set Face Element Type form contains the specifications shown in Table 5.3.

Table 5.3: Specifications for the Set Face Element Type Form.

Quadrilateral | Allows the specification of the quadrilateral face element node pattern.

The available node patterns include 4 node, 8 node, and 9 node.

Triangle Allows the specification of the triangular face element node pattern. The

available node patterns include 3 node and 6 node.

It would be wise to mention that although it is possible to set the higher-order element
types (for example, 8-node and 9-node quadrilateral elements) while modeling the
geometry of concern in GAMBIT, Finite-volume solvers, such as FLUENT, employ only
linear elements (for example, 4-node quadrilateral elements). For this reason, only the
linear element types where used in this study.

For ease of identifying the initial conditions (those regions initially occupied by SCC and
air), two domains were created and named as appropriate for the SCC and air in the
GAMBIT environment. This way, it was easy to specify, in the FLUENT environment,
the respective initial locations of the two phases (SCC and air).

Figures 5.4, 5.5 and 5.6 show the discretization of these domains for the Slump, L-box,
and V-funnel tests respectively as exported to the FLUENT environment. It is important
to note that although at the start of the V-funnel test the phase representing air is not
present, it is still necessary to define the number of phases as two (2) in the FLUENT
program (doing so in the GAMBIT is not necessary). This is because as the test

simulation starts, the portion initially (# = 0) defined to be occupied by SCC alone should
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start to have a combination of both air and SCC (separated by the interface) at #>0.
Otherwise, if only one phase is to be defined in the FLUENT program, no air will be

displacing the SCC material.

Shemp cone Inlet/Outlet (p = 0 pa)

Cancrete sprewd dismeser qul.(-l.\lo slip)

Number of nodes: 9850
Number of faces: 8406

Figure 5.4: Grid for the Axisymmetric Simulation of Slump Test.

L Inlet (p = 0 pa)

/ Wall (No slip)

Numbér of nodes: 3890
Number of faces: 7908

Figure 5.5: Grid for the 2D Simulation of L-box Test.
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/ nlet (p =0 pa)

Wall (No Slip)

Mesh parameters
Number of nodes: 4171
Number of faces:2102 Outlet

(p=0pa)

Figure 5.6: Grid for the 2D Simulation of V-funnel Test.

5.2.2 FLUENT Multiphase Modeling-The VOF Model [Fluent inc., 2003]

FLUENT code was used to carry out the numerical simulations in the flow tests of this
research. The software has the capabilities to model fresh concrete flow behavior as
carried out by Baluch et al. (2011), Nguyen et al. (2006), and De Schutter (2008). The
simulation was achieved using the Volume of fluid (VOF) model. This model is a
surface-tracking technique applied to a fixed Eulerian mesh. It is designed for two or
more immiscible fluids where the position of the interface between the fluids is of
interest. In the case of this study, the two fluids are SCC and air. The surface is
reconstructed based on the volume fraction of concrete already filling a calculation cell.

In the VOF model, a single set of momentum equations is shared by the fluids, and the
volume fraction of each of the fluids in each computational cell is tracked throughout the
domain. A pressure-based solver was used (as the density-based solvers are not available
when using the VOF model). In this scheme all control volumes must be filled with

either a single fluid phase or a combination of phases. The model does not allow for void
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regions where no fluid of any type is present. The VOF formulation relies on the fact that
two or more fluids (or phases) are not interpenetrating. For each additional phase added
to the model, a variable is introduced: the volume fraction of the phase in the
computational cell. In each control volume, the volume fractions of all phases sum to
unity. The fields for all variables and properties are shared by the phases and represent
volume-averaged values, as long as the volume fraction of each of the phases is known at
each location. Thus the variables and properties in any given cell are either purely
representative of one of the phases, or representative of a mixture of the phases,
depending upon the volume fraction values. In other words, if the g fluid’s volume

fraction in the cell is denoted as &, , then the following three conditions are possible:
a, = 0: The cell is empty (of the g fluid).
a, = 1: The cell is full (of the g fluid).
0 < a, < 1: The cell contains the interface between the g fluid and one or more other

fluids.

Based on the local value of, , the appropriate properties and variables are assigned to

each control volume within the domain.

The properties appearing in the transport equations are determined by the presence of the
component phases in each control volume. In the two-phase system, if the volume
fraction of the second of these is being tracked, and the phases are represented by the

subscripts 1 and 2, then the density in each cell is given by

p=a,p,+(1-a,)p, (5.1)
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In general, for an n-phase system, the volume-fraction-averaged density takes on the

following form:

P:Z“q/’q (5.2)

All other properties (e.g., viscosity) are computed in this manner.
The tracking of the interface(s) between the phases is accomplished by the solution of a
continuity equation for the volume fraction of one (or more) of the phases. For the qin

phase, this equation has the following form:

)

— @)+ V(a,p,V,) =S, + 3 (i, —ii,)] (53)

q p=1
where 1., is the mass transfer from phase q to phase p and 2, is the mass transfer

from phase p to phase q. By default, the source term on the right-hand side of the above

equation, S, is zero, although a constant or user-defined mass source can be specified

for each phase.
The volume fraction equation is not solved for the primary phase; the primary-phase

volume fraction is computed based on the following constraint:

>a, =1 (5.4)
q=1
A single momentum equation is solved throughout the domain, and the resulting velocity

field is shared among the phases. The momentum equation, shown below, is dependent

on the volume fractions of all phases through the properties o and x .
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5.2.3 Defining the Input File
5.2.3.1 Solver Type and Number of Phases

Under this, the solver type needs to be defined which includes setting the type of space
(2D, 3D or axisymmetric), type of problem (steady or unsteady), e.t.c. The number of
phases required to solve the problem (SCC and air) also needs to be inputted under the

model’s set-up.

5.2.3.2 Materials

Here, commands are given to let the FLUENT know the kind of materials whose solution
should be obtained. By default, a database of materials including air will be found.
Hence, the user only needs to select and add air to the model.

The next step is to define the SCC material whereby its rheological properties should be

used as the input.

5.2.3.3 Phases

Defining the lighter of the two materials as the primary phase is recommended by [Fluent
inc., 2003] and, for that reason, was adopted here. Air being lighter than SCC was

identified as the primary phase and the SCC as the secondary phase.

5.2.3.4 Boundary Conditions

Depending on the test method being modeled, various types of boundaries can be

specified as available in the FLUENT software. The screen shot shown in Figure 5.7
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shows a typical boundary condition specification.

E FLUENT [2d, segregated, vof, lam, unsteady] Lrec .El P
File: Grid Pt — - — DletecBaport  Parallel  Help
Boundary Conditicns 2 | =
Zone Type
default-interior - | | exhaustfan -
fluid : | inlet-vent
|_|| {intake-fan
wall =|||interface
zone-1 | mass-flow-inlet
zone-10 | {outflow |
zone-11 outletvent |E
zone-12 pressure-inlet
zone-13 pressure-outlet
zone-14
zone-15 L
chel | |2one-16 - >
Done . Phase
Reading z 28 al-slab-section.dat™ ... [
Done. lmlxiure j % 1=
Set... J Cupy...] Close I Help J 2z

Figure 5.7: Defining the Boundary Conditions.

5.2.3.5 Operating Conditions

The direction and magnitude of the acceleration due to gravity, atmospheric pressure,

operating density, e.t.c were specified under this section.

5.2.3.6 Initialization and Patching

By initialization, we mean notifying the software that the current definitions should be
assumed as the initial stage (time=0) in the solution process. Options exist as to the initial
values to be used. In addition, it is important to specify the exact initial location of the
SCC material for any test to be modeled. The term used for this is patching. It allows the
use of a value for volume fraction (0 to 1) present in the location we are patching. This
was achieved by, first, specifying a continuum named “Concrete” in the GAMBIT. It
made it easier to locate (especially when there are many zones to patch) and patch.

Figure 5.8 shows how this was achieved.
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Figure 5.8: Patching the Initial Location of SCC.

5.2.3.7 Monitoring the Residual

This is an optional but very important step that will enable one to set and monitor the
convergence criteria for the solution. In order to select the monitoring option, the Plot

check should be checked.

5.2.3.8 Time-Stepping and Size

One of the necessary steps to obtain a solution is the specification of time step size and
number of time steps. It is worth mentioning that the use of large time-step values leads
to errors and abortion of the computation process. Very small values of time-steps were
used in modeling each of the tests on SCC. At this stage, both the case and data files for

each of the test modeled were saved and the iteration process was started from here.

5.2.4 Modeling the Thixotropy of SCC: User-Defined Viscosity Function

While the rheological behaviour of SCC can be described by means of a Bingham model,
some extra phenomenons occurs, like shear thickening and sometimes significant

thixotropy. This is because of presence of more ingredients, more complex mix design,
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and low yield stress and viscosity. For that reason, the Bingham behavior in combination
with shear thickening and thixotropy was modeled in the software package FLUENT by

means of a user-defined thixotropy model proposed by Roussel (2006);
r=(1+4e ), + 1,7 (5.6)
Where « is a destructuration parameter. A is the flocculation state (also structuration state)

of the concrete that evolves through the flow history.

Substituting 7 =7y into the above relation yields,

n= (1+ A,e ")z, + 0,y
4

(5.7)

The above equation gives the expression for the cell viscosity as a function of the
thixotropic parameters, hence the thixotropy modeling.

In order to specify the cell viscosity equation above as a user-defined function in the
FLUENT software, the use of C programming language was made. The variables were
represented in the program as follows.

n=mu,t=tim, t,=tau0, pu, =mup, A, =lam0, y = shear _rate

The following lines show the written program used as the user-defined viscosity
function,;

#include "udf.h"

DEFINE PROPERTY (cell viscosity, cell, thread)

{

real mu,shear rate,al;

real tim, lamO, alp, taul, mup;
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lam0=5.31;
tau0=39.3;
mup=59.2;

alp=0.0053;

tim=CURRENT TIME;

shear rate=C U G(cell, thread) [0];

al=exp (-l*alp*shear rate*tim);
mu=((l+lam0*a1)*tau0+mup*shear_rate)/shear_rate;
return mu;

}

The use of CURRENT _TIME for ¢ is an in-built function in the FLUENT and is

recognized as the time at which the iteration being solved is computed.

y=C U G(cell,thread)[0] is the expression for the derivative % used for the shear
y

rate. The values 1am0=5.31; tau0=39.3; mup=59.2; alp=0.0053 used are
just typical inputs for the SCC mix being modeled. Each time another mix needs to be
modeled, appropriate values have to be used defending on the parameters obtained
through rheology test.

The summary of the steps needed to carry out the CDF numerical simulation is shown in
Figure 5.9 and a typical required data entered in the FLUENT input file is given in Table

5.4.
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t

v
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/
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Material Constitutive Model

e Thixotropy Model 7 = (1+ loe_ayt)ro + /pr?
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[ Materials (Define SCC & Air) ]
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[ Boundary Conditions ]
v
[ Operating Conditions ]
%
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[ Residual Monitoring ]
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v
[ Start Iteration ]
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Solution Acceptable? Adjust Boundary Conditions,

Time — Stepping and |/ or Discretization

Figure 5.9: Summary of the Steps Needed to Obtain a CFD Solution.



Table 5.4: FLUENT Model Parameters.
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FLUENT Dialogue | FLUENT Expression/Parameter Value/Setting
Box
Solver Type Segregated
Solver Settings Space 2D, Axisymmetric or 3D
Time Unsteady
Multiphase Model | Model Volume of Fluid
Number of Phases 2
Body Force Formulation Implicit Body Force
Material Type Fluid
Fluent Fluid Materials Air
Al | Density (Kg /m®) 1.225
Viscosity (Kg/m—s) 1.7894E-05
Material Type Fluid
Fluent Fluid Materials SCC
Density (Kg/m’) 2240
Consistency | Value of u
Materials Index, k
Power-Law | 1
SCC Herschel-Bulkley | Index, n
Viscosity* | (Non-thixotropic) | Yield Stress | Value of 7,
(Kg/m-—ys) Threshold
Yielding 1E+07
Viscosity
ﬁ’O
User-Defined Function %o
(Thixotropy modeling) H
a
Air Primary Phase
Phases SCC Secondary Phase
Boundary Inlet Velocity Inlet
Condtions Outlet Pressure Outlet
Operating Pressure (Pa) 101325
Operating Gravitational Accelaration -9.81
Conditions Specified Operating Density Check
Operating Density (Kg /m’) 1.225
Solution Compute From All Zones
Initilization
Residual Monitors | Plot Check

Iterate

Time Stepping and Size

Set to Ensure an Error-
Free Convergence
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5.3 NUMERICAL (CFD) SIMULATION OF THE SLAB CASTING

A numerical modeling of the casting process was achieved using the FLUENT software.
Figure 5.10 shows the meshing (as created in the GAMBIT) and boundary condition used
for the slab geometry. Defining the problem in a FLUENT environment follows the same

way as earlier explained for the conventional tests on SCC (section 5.2).

velocityinlet (concrete inflow)

Mesh pammeters
Number of nodes; 3131

Number of faces: 5870

(b)
Figure 5.10: 2D Simulation of Slab Casting (a) Grid (b) Contours of SCC at t = 0 sec.

5.4 NUMERICAL (CFD) SIMULATION OF THE WALL CASTING

Going by the same manner described section 5.2, the full-scale wall casting was
simulated using FLUENT software package after the geometry creation and its

descritization. Figure 5.11 shows the mesh used and the initial contours of SCC.
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S g ] P
WVelocity inlet (Concrete flow) Wicshparamiclers

Number of nodes: 2121
Number of faces: 985

(a) (b)

Figure 5.11: 2D Simulation of Wall Casting (a) Grid (b) Contours of SCC at t = 0 sec.

5.5 RESULTS OF THE NUMERICAL (CFD) SIMULATION OF SCC FLOW

TESTS

The results achieved at the end of the numerical simulation (using FLUENT) for the
conventional tests on SCC carried out by Malik (2011) are presented in this section. The
initial set-ups (time = 0) for the Slump flow, L-box, and V-funnel tests are shown in
Figure 5.12 (a), (b) and (c) respectively. Contours of the volume fraction (ranging from 0
to 1) in the figure helps identify the instantaneous position of the SCC-Air interface in
the domain modeled. Typical flow profiles for the mix made with 2.5% Silica fume are
shown in Figs. 5.13, 5.14, and 5.15 for the Slump flow, L-box and V-funnel tests
respectively. Every other mix modeled has similar flow topologies as the ones shown

here, and these are given, comprehensively, in appendix A.
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Figure 5.12: Contours of Volume Fraction of SCC at t = 0 Sec.
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Figure 5.13: Typical Progressive Flow of SCC during the Simulation of Slump Test for
2.5% Silica Fume.

0 Sec 2 Sec

g *

- . el
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6.0 Sec 6.2 Sec End of flow

Figure 5.14: Typical Progressive Flow of SCC during the Simulation of L-box test for
2.5% Silica Fume.

It would be expedient to mention here that it is not the intent of the model’s validation to
assess the influence of the mineral admixtures used by Malik (2011) on the test results

presented herein. Therefore, no attempt is made to go into such further details. Rather,
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for the model validation, comparison is made between his experimental and the

numerical simulations.

YYYY

1.2 sec 3.4 sec 4.2 sec 5.4 sec
6.8 sec 7.5 sec 10.2sec 11.86 sec (End of Flow)

Figure 5.15: Typical Progressive Flow of SCC during the Simulation of V-funnel Test
for 2.5% Silica Fume.

The summary of the results for all the mixes so modeled is given in tables 5.5, 5.6 and
5.7 for the Slump flow and T-50, L-Box, and V-funnel tests respectively. The graphical
representations of these are also shown in Figs. 5.16, 5.17 and 5.18 for the Slump flow

and T-50, L-box, and V-funnel tests respectively.

5.5.1 Slump Flow and T500 Test

Both thixotropic and non-thixotropic simulations of the slump flow and Test give
comparable results to the actual experimental ones. Although most of the slump flow
readings obtained from the non-thixotropic simulation results are somehow lower than
the experiments they are still within the allowable limits and, hence, acceptable. Few
cases, like that of the reference mix and F.A 7.5% and F.A 10%, show the slump flow

simulation results to be a little above those observed during the experiment. Despite



Table 5.5: Slump flow and T-50 Test Results.
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Mix Slump flow (mm) T-50 (s)
Expt’l Simulation Simulation Expt’l Simulation Simulation
(Non-thix.) | (Thixotropic) (Non-thix.) | (Thixotropic)
REF 720 730 720 5 4.1 4.5
SF 2.5% 690 675 670 6 5.5 5.8
SF 5% 680 650 640 4.5 4.1 44
SF 7.5% 700 690 680 5.4 5.1 5.6
LSP 5% 720 700 690 4 3.5 3.8
LSP 10% 755 730 725 3.5 33 3.7
LSP 15% 720 710 690 5 5.5 5.7
FA 5% 725 700 680 4.25 39 4.1
FA 7.5% 720 740 730 5.4 5 5.5
FA 10% 730 740 720 5.5 5 53
780
£ 740 m
‘S ;gg i @ Experiment (Malik, 2011)
g 680 - ® Simulation (Non-thixotropic)
E‘ gig ] 0O Simulation (Thixotropic)
& 620
600 -
580 A
< o oo oo oo g oo oo oo g
Q-@%Q qu ébé(,\@ \/@Qoi?q \Q@Q '\b Q??Qvf\b Q?.'\Q
(a)
7
6 4
5 4
D 4] @ Experiment
® Simulation (Non-thixotropic)
§ 3 0O Simulation (Thixotropic)
2 4
1 4
0 -
< oo oo oo oo oo oo oo oo oo
QS';&@ é(@é,\@ V@Q@ o% R ‘Xb((‘? @Qv,\o
(b)
Figure 5.16: Comparison between Experimental and Numerical Simulation for (a) Slump

Flow, and (b) T-50 Tests.
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the fact that the effect of thixotropy is neglected in the first phase of the modeling, it can
be seen from Table 5.5 and Figure 5.16(a) that no much difference is observed. This is,
however, expected to happen for the fact that in the actual laboratory experiments
conducted, the fresh concrete was poured and tested immediately after mixing without
any delay due to resting time, and at that time the flocculation may not have started. As a
result, the non-thixotropic simulation results appear closer to the experimental result than

the thixotropic model. Incorporating the thixotropic parameters of a and A, as

explained by Equation 5.7, relatively smaller values of slump flow were obtained for the
same mixes modeled by neglecting the thixotropy. The parameters used in arriving at the
thixotropic simulation models are for 1 minute resting time thereby resulting in little
effect on the test results. As the resting time increases, more difference is bound to be
observed.

The T-50 values obtained with and without the thixotropy effects also give a good result
that compares well with the experiment (Figure 5.16 (b)). Just like the slump flow, the T-
50 values for the non-thixotropic model were, in most cases, found to be a little lower
than those from the experiment. In numerical simulation the self-weight of the virtual
material (SCC) initially makes it flow relatively faster thereby resulting into smaller T-50
values after which the flow subsequently decelerates to give lower final spread values
mainly due to decrease in the rate of shear from the material self-weight.

Incorporating the thixotropy effect into the model gave rise to T-50 values higher than
those in which thixotropy was neglected. This reasoning is logically acceptable because
the thixotropy model so incorporated will not allow a free flow of this material compared

to the non-thixotropic one and, hence, longer time will be expected for it to reach the
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50cm mark during the flow. The greatest discrepancy noticed between the thixotropic
and non-thixotropic simulation is 20mm and 0.5 Seconds for the slump flow and T-50
respectively. In the case of the slump flow, this happened for the Lsp 15%, F.A 5% and
F.A10% samples whereas for the T-50, it happened for the F.A 7.5%. However, despite
all these, both the two numerical results achieved are acceptable and reliable enough to

be used as predictive tools in addition to the available experimental results.

5.5.2 L-box Test

Figure 5.14 shows the simulation results for the L-box test of the mix containing silica
fume. The height of SCC in the vertical column and its horizontal movement at various
time intervals, as obtained from numerical simulation in FLUENT are shown in the
figure. At 6.2 sec. the SCC has completely passed out of the vertical column into the

horizontal section. Table 5.6 and Figure 5.17 show the simulation result obtained.

Table 5.6: L-box Test Results.

Mix L-Box (h—2 )
hl
Experimental Simulation Simulation
(Non-thixotropic) | (Thixotropic)

REF 0.97 1 0.87
SF 2.5% 1 1 0.95
SF 5% 1 0.94 0.8
SF 7.5% 0.96 0.97 0.92
LSP 5% 1.13 1 0.95
LSP 10% 1.15 1 0.98
LSP 15% 0.93 0.92 0.87
FA 5% 1.15 1 0.94
FA 7.5% 0.86 0.8 0.76
FA 10% 1.5 1 0.97
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Figure 5.17: Comparison between Experimental and Numerical Simulation for the L-box
Test.

The L-box ratio (hy/h;) obtained from both numerical simulation and the experiment
(Table 5.6 and Figure 5.17) for all the mixes shows slight differences between the
thixotropic and non-thixotropic models. As expected, the L-box ratios obtained for the
thixotropic model are lower than those of non-thixotropic ones in all the cases. This
happened due to the same reason explained earlier in the thixotropic/non-thixotropic

slump flow simulation.

5.5.3 V-funnel Test

Simulation results for the V-funnel test (Table 5.7 and Figure 5.18) show negligible
difference between the thixotropic and non-thixotropic models. This is not surprising
since the time needed to empty the funnel is not long enough to allow for the thixotropic,
and hence flocculation, effect to prevail. The longest time reported from the experiment
was 17 seconds (Malik, 2011) and can, still, be considered short enough to permit

neglecting the thixotropic effect. In practice, this test method predicts the flow ability of
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the fresh concrete being tested. A funnel test flow time in the range 6-12 seconds is

recommended for concrete to be qualified as SCC.

Table 5.7: V-funnel Test Results.

Mix V-funnel(s)
Experimental Simulation Simulation
(Non-thixotropic) | (Thixotropic)
REF 12 10.7 11.1
SF 2.5% 11.43 11.9 12.2
SF 5% 11 9.6 9.8
SF 7.5% 12 10.2 10.5
LSP 5% 14 12.8 13.1
LSP 10% 17 14.3 14.6
LSP 15% 10 8.3 8.7
FA 5% 13 12.8 13.3
FA 7.5% 12 11.1 11.4
FA 10% 11.26 10.4 10.7
18
% 16
o 14
E 12 | = Experi .
= periment (Malik, 2011)
5 12 : m Simulation (Non-thixotropic)
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Figure 5.18: Comparison between Experimental and Numerical Simulation for the V-
funnel Test.
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All the V-funnel experimental test results reported by Malik (2011) satisfy this criterion
except the case of Lsp 5% and Lsp 10% which have flow times of 14 and 17 seconds
respectively. Hence, as a simple and effective tool to globally characterize the SCC
fluidity, the V-funnel test results obtained from the experiment and simulation qualify all
the mixes as satisfactory except for the two mentioned above.

It is worth noting that much additional information regarding the flow behavior of this
material is obtainable by this simulation tool. In the laboratory or field, these type of tests
do not give more than one or two parameters; Time of emptying the funnel and probably
Tsmin. The latter is is used to indicate the tendency for segregation, wherein the funnel
can be filled with concrete and left for 5 minutes to settle. If the concrete shows
segregation, the flow time will increase significantly. With this model, however, the
distributions of flow velocity, pressure, shear stresses, density, and molecular viscosity to
mention but a few within the material can all be studied in addition to the time of
emptying the funnel and Tsmin. It is the flexibility of studying these and many more
parameters that makes the simulation tool more versatile than the experiments. The
simulation, however, does not substitute the experimental works and whenever the need

arises, experiments should be conducted in order to verify the reliability of the model.

5.6 RESULTS OF THE NUMERICAL (CFD) SIMULATION OF SLAB CASTING
Results achieved at the end of the full-scale slab casting were used in validating the CFD
simulation of the same element. Calibrating the model with t1y=34Pa, p=36Pas (Herschel-

Bulkley model) and a discharge of 2.7x10m’ /s, an excellent correlation was observed

between the experiment and numerical simulation as shown in Table 5.8 and Figure 5.19.
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Table 5.8: Experimental and Numerical Simulation Result for the Full-Scale Slab

Casting.
Time (s)
H (cm)
Experimental | Simulation
5 19.1 17.97
10 34.5 33.57
15 53.3 56.37
20 86.2 83.97
25 114.5 110.97
140
120
100
% 80 1 @ Experiment
E 60 @ Simulation
40 -
20 4
0 ,
5 10 15 20 25
Concrete level (cm)

Figure 5.19: Comparison between Experiment and Numerical Simulation for the Slab
Casting Process.

The minor discrepancies observed may be attributed to the partial fluctuation of the
discharge during the actual experimental measurements which was not so observed

during the simulation.

Figure 5.20 shows the progression of the flow profile of the simulation during the slab
casting process. An important feature worth mentioning in the simulation of the casting
process of the above slab is the proper choice and calibration of the SCC rheological
properties that resulted in a smooth flow profile (as observed during the experiment)
without the need for constantly shifting the supply hose from one point to another before

getting a proper filling behavior. That is the reason why the SCC level increases almost
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Figure 5.20: Progressive Flow of SCC during the Simulation of Full-Scale Casting of the
Slab.

uniformly throughout the formwork modeled as shown in Figure 5.20. However, an

improper design of this material may result in a stiff SCC that can result in difficulties in
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its free flow and filling ability. This idea was modeled and the flow profile shown in

Figure 5.21. A choice of the rheological properties of 7,=100Pa and

4 =90 Pas showed an unsatisfactory form-filling ability as can be clearly observed in the

figure. This stiff material deviates from the requirements of acceptable SCC for the case
being considered here. The last profile in the same figure suggests the necessity to move
the supply hose further away before the form can get filled satisfactorily since the
material at the hose’s location reaches its maximum possible height whereas the
remaining portion remains too solid to flow and fill everywhere. In more complicated
structures, this phenomenon can lead to the problems of honey-combing and the likes:
Even in the relatively simple slab element modeled here, some air pockets can be seen in

the material shown in Figure 5.21.

' |k \
L -

Figure 5.21: The Flow Profile of a Typical SCC Mix Too Stiff to have a Satisfactory
Filling Ability.
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5.7 RESULTS OF THE NUMERICAL (CFD) SIMULATION OF WALL
CASTING AND RESULTING FORMWORK PRESSURE

Experimental and CFD simulation results of the wall casting process to study the
formwork pressure due to SCC carried out are presented here. Readings obtained at the
end of the casting operation are that of lateral pressure at intervals of 15 seconds. From

these, a relationship between pressure and height (P = pgh) was used to estimate the

approximate heights corresponding to the pressure readings obtained and the results are
shown in Table 5.9. The heights obtained increases from zero to a maximum of Im
except between 0.75m and 0.72m. This happened as a result of the experimental pressure
reading saved by the data logger where it can be observed, from the second row of Table
5.9, that a drop in pressure from 16.5Kpa to 15.8Kpa was recorded. It can be attributed to
the dynamic effect because of the manner (partially alternating discharge) in which the
SCC was discharged from the hose. Although the simulation was ran with such errors
eliminated, still the corresponding value of pressure at the height of 0.72 from the

simulation is shown for the sake of comparison. Same rheological properties (7, = 34Pa

and u =36Pas) calibrated during the slab simulation were used in the simulation of the

wall casting.

Table 5.9: Experimental Pressure Measurements and Numerical Simulation during the
Vertical Wall Casting Process.

Height (m) 010.060.16 {032 ]0.50 {0.53 | 0.75 [0.72 | 0.79 1085 | 1.0

P-experiment (Kpa) (0|13 |34 |69 |11 11.7 | 16.5 | 15.8 | 17.2 | 18.6 | 20.8

P-simulation (CFD) |0 | 1.27 [ 3.29 | 6.76 | 10.5 | 11.4 | 15.9 | 15.5 | 16.6 | 18.1 | 20.1
(Kpa)

Hydrostatic 0/131 35 |7.0 | 109|116 |164 | 158 |17.3|18.6 |21.9
Pressure (¥h) (Kpa)
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Figure 5.22 shows the progression of the flow profile of the simulation during the wall
casting process, whereas Figure 5.23 shows the contours of the lateral pressure obtained

numerically at the end of the casting operation (20.1Kpa).
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Figure 5.22: Progressive Flow of SCC During the Simulation of Full-Scale Casting of the
Wall.
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Figure 5.23: A CFD Solution for the Lateral Pressure Exerted on the Formwork at the
End of Casting.

As seen in Table 5.9, good agreement is evident between the experimental and CFD
simulation results for the pressure exerted on the formwork. Both the two results resulted

in maximum pressure reading a little below the hydrostatic value.



CHAPTER SIX

FINITE ELEMENT MODEL DEVELOPMENT AND
SIMULATION RESULTS FOR THE EVOLUTION OF SCC
FORMWORK PRESSURE

6.1 GENERAL

Study of the behavior of lateral formwork pressure exerted by self-compacting concrete
(SCC) is important for safe and economical design of formworks. Many designers may
be tempted to design formworks to withstand the maximum hydrostatic pressure due to
the high fluidity of SCC thereby increasing the cost and limiting the allowable placement
heights. Formwork pressure is influenced by thixotropy behavior of SCC; rapid
flocculation of this material after it is placed in formworks results in significant reduction
in the pressure. Numerical modeling can be an invaluable tool to aid in predicting the
factors likely to affect the rate of evolution of formwork pressure for SCC.

In this chapter, a new finite element model is proposed for computing and studying the
evolution of lateral pressure evolution in self-compacting concrete incorporating the
factors such as the casting rate and the evolution of rheological properties of SCC. The
model presented considers the SCC as a homogeneous isotropic linear elastic material
below the yield stress confined in an elastic medium of density p in a rigid formwork.
The approach utilized here involves solving for the unknown stresses using a 2-D plain
strain finite element model. The boundary shear stress values at different locations vary
defending of the interval of time from the casting of the portion under consideration to

the instance at which the pressure measurement was made (resting time).

101
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The finite element model proposed in this study is meant to model the evolution of
formwork pressure within the first few hours after casting before the hydration starts.
Purely thixotropic behavior can not be achieved after the onset of hydration and as a

result, such regimes are not of much interest.

6.2 DEVELOPMENT OF MODEL FOR THE FORMWORK PRESSURE

6.2.1 Treatment of Boundary Conditions

The coordinate system and formwork geometry for the finite element model development

is shown in Figure 6.1.

//
yk/ﬁ
y:

Figure 6.1: Formwork Geometry and Coordinate System.

The treatment of the boundary shear stress conditions in this study is based on the work

of Roussel (2006) explained in section 2.2 under the literature review. All the parameters
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explained in the section (4,

,I, A and a) can be computed through rheological
measurements conducted on the SCC. The flow history determines the flocculation state.

The thixotropic apparent yield stress due to flocculation A7, is also equal to zero
immediately after mixing. Through the successive steps in the casting process, A4, will
evolve from its initial zero value to a positive value and an apparent yield stress greater

than the initial yield stress will appear.

Ovalez and Roussel (2006) suggested that 7, in Equation 2.10 can be neglected due to
its relatively small magnitude compared to that due to resting and flocculation (4, ¢, ).

Where t in the equation is substituted with ¢, to emphasize on the fact that it represents

rest

a resting time. Therefore, one can write

(1) = Athixtrest (6.1)

Starting the casting at a time¢

rest

=0, successive layers of this material will be deposited
resulting in the final topmost layer having the least resting time. As a result, a linear
variation in z(¢) will be expected (Figure 6.2).

The model proposed in this work treats the time-dependent boundary shear stress

7(t) using discrete spring elements of stiffness k as shown in Figure 6.3.
Since the use of the stiffness k& aims at simulating the distribution of z(¢) along the

vertical edges it is necessary to devise a means of linking k to some type of time
dependent relationship taking into consideration the rheological properties of SCC.

Hence, the use of k(¢) instead of just k seems more appropriate. By definition, stiffness

is defined as force per unit length. Thus, taking a tributary length y multiplied by
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Figure 6.3: Physical Model of the Shear Boundary Condition using Discrete Springs of
Time-Dependent Stiffness k(z).
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7(t) yields equivalent spring force. Denoting the local vertical deformation byu, , one

writes the “time-dependent” spring stiffness as follows

k(1) = r(@)xy

(6.2)
u,
Using Equation (6.1) for z(¢) , Equation (6.2) yields
A ix X trev X y
k(f) = —me—re (6.3)

Y

The casting rate R has an effect on the value of T(f ) , and hence on the value of &(¢), and

so plays a role too in the evolution of the lateral stress since the resting time t is

dependent on it through,

H
R="
t

(6.4)

At an instance of time, ¢* (before the formwork gets filled up) the material rises to a

depth z* and this time is given by

t*—Z—* O<z*<H
R’ (6.5)

and z+z¥=H

Thus, the resting time 7, of any particular layer at a depth z from the bottom of the

formwork will be given by

Z*
to=(—-1%)=(—-"—
rest = (= 1%) = ( R) (6.6)

Therefore, Equation (4.15) can be written as
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z %k
()= 4, —E) (6.7)

Eq. (6.6) suggests that the bottom layer will have the highest resting time than all the
other successive layers cast above it.

Hence, for casting rate-dependent stiffness, Equation (6.3) in terms of R using Equation

(6.6) gives
Z*
Avhixx(t_f)xy H
k(t) = » : OStSE (6.8 a)
y
H-z*
Athix X (t+( ))Xy H
k(t)= , >—
(?) " 7 (6.8 b)

Where Equation (6.8 a) applies to the case in which ¢ starts from the start of casting and

Equation (6.8 b) to that in which t starts immediately after casting is completed.

6.2.2 Solution of Problem in ANSYS Environment

To analyze the concrete material the proposed model was solved using ANSYS finite-
element software (ANSYS inc., 2007). The two-sided vertical wall formwork was
analyzed for different experimental results available in the literature. The geometry of the
formwork is already described in Figure 6.1. Due to the fact that wall formworks are
sufficiently long in one direction which can be simplified into a 2-D model, use of plane
strain element was made.

Eight-node plane elements were used to simulate the fresh concrete. Spring-damper

element type was used to model the interaction between the fresh concrete and the
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formwork. The 2-D longitudinal spring-damper is a uniaxial tension-compression
element with two degrees of freedom at each node: translations in the nodal x and y
directions. This element was placed at discrete location along the vertical exterior
boundaries of the fresh concrete. Since the aim is study how the lateral pressure evolves
with time, the discrete spring stiffness coefficients are calculated using either of
Equations 6.8(a) or (b) (depending on the time the pressure measurement starts). Hence
at each time step, the stiffness coefficient changes and, hence, the approach treats the

springs with time-dependent stiffnesses. Material properties are entered including the

values of E and v. Treating the SCC material as an incompressible fluid, v ~ 0.498

was used to take care of the numerical errors that will result when a value of exactly 0.5

is used. A value of 7 Gpa was used for the elastic modulus, £ . The flowchart shown in
Figure 6.4 illustrates this idea.

The discretization of the concrete domain was achieved using a very fine mesh size
(Figure 6.5 (a)) and the boundary conditions (Figure 6.5 (b)) used includes; (i) Rollers at
the two vertical sides to restrain any horizontal movement while the vertical one is free,
(i1)) Rollers at the base of the formwork to allow free horizontal movement while

restraining the vertical one, and (iii) Fixed joints/nodes at the ends of the spring elements.

6.3 THE PROPOSED FINITE ELEMENT MODEL (FEM) PREDICTIONS

VERSUS EXPERIMENTAL MEASUREMENTS

In order to validate the proposed model’s ability to predict the lateral stresses exerted by
SCC on formwork, experimental results obtained from the full-scale wall casting
described in chapter four and some additional ones from existing literature were utilized.

Use was made of the ANSYS commercial software to solve for the unknown stresses.
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[ Input material parameters £,0, p, 4, ]

\ 4

[ Input geometry and boundary conditions ]

v
[ Get u, without springs (i.e t=0) ]

4’[ Get k(¢t) from eq. 6.8 (a or b) ]

A

[ Loop over time increments ]

A 4

] [ Obtain elastic solution at ¢ = 7, }

n

[ Update u, at t = ¢
A

No

Figure 6.4: Interdependency between the Steps in Solving the Problem.
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Figure 6.5: Domain of the Modeled Fresh Concrete showing (a) Discrete Spring
Elements and Meshing (b) Boundary Conditions.

However, as the model is meant to capture the evolution of lateral stress with time after
casting, it is important to mention that the model’s validation using the conducted
experiment corresponds to the pressure achieved immediately after casting (time = 0).
More comprehensive validation of the model developed (taking into consideration the
timely variation of the pressure) is done utilizing experimental results from existing
literature as presented in the subsequent sections.

Figure 6.6 shows the finite element solution of the vertical wall cast using the selected

mix-design of SF2 10% (table 4.1). As seen from the contours of the lateral stress
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immediately after casting, a maximum value of 20.2Kpa at the location of the base
pressure transducer was obtained. This compares well with the result obtained from the
experiment (20.8Kpa) and that obtained from the numerical simulation using CFD
(20.1Kpa) as shown in Figure 6.7. Both the CFD simulation result and that of the
proposed finite element model resulted in maximum pressure reading a little below the

hydrostatic value (22Kpa).

KNODAL SOLUTION ANSYS

B NOV 13 2011
ik o 15:51:13
TIME=1

s {BVE)

RS¥5=0

DME =.156E-06
SMN =-.107E-06
SME =20134

- 107E-0€ 4487 4 8375 3462 : 17850
2344 &731 11215 15706 20134

Figure 6.6: A finite Element Solution using the Proposed Model for the Lateral Pressure
Exerted on the Formwork at the End of Casting.
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Figure 6.7: Comparison between Experimental, Finite Element and CFD Simulation
Results for the Lateral Pressure Variation at the Base of the Wall Formwork at Various
Casting Heights.

6.3.1 Decay of Lateral Pressure with Respect to Time

To illustrate the response of the model developed in this research based on timed
measurements of the pressure exerted on formwork by SCC, experimental results
obtained from Khayat et al. (2005) and Gregori et al.(2008) were utilized here. In
(Khayat et al. 2005), effect of casting rate on maximum pressure at the base of an
instrumented column was determined as part of the objectives of their study. They made
use of two types of experimental columns, one measuring 2.1 m in height and 0.2 m in
diameter and the other 3.6 m in height and 0.92 m in diameter. For the 2.1 m high
column, two different casting rates were used, namely 10 m/hr and 25 m/hr and the
variations (with time) of the ratio of stress determined from the bottom sensor to the

corresponding hydrostatic pressure was obtained as reported in their paper.
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Based on their results for the 2.1 m high column, Ovarlez and Roussel (2006) validated
their analytical model for maximum lateral stress due to SCC. However, to do that, and

since Khayat et al. (2005) had not reported a value for A4 Ovarlez and Roussel

thix >

calibrated their model by suggesting a value of 0.2 Pa/s for the flocculation coefficient

(A

.. )- This value fitted well and resulted in close agreement between their model and
the experimental result reported by Khayat et al. (2005). The wuse of

A4

. =0.2Pa/ s suggested that the material is somehow low thixotropic according to the

work reported by Roussel (2006) shown in table 2.1.

Using the same value of A4

.. suggested above (0.2 Pa/s), the model presented in this
research was able to predict the variation of the lateral pressure with time at the base of
the 2.1 m high column experimented by Khayat et al. (2005). Figs 6.8 and 6.9 show the
plots of these comparisons for two casting rates, R=25m/hr and R=10m/hr,
respectively. As shown in these, close agreement is obtained between the proposed
model and the experimental results. The maximum relative lateral pressure prediction of
this same material was evaluated using the model proposed by Roussel (2006) to be
about 0.95 and 0.975 for casting rate of 10m/hr and 25m/ hr respectively and it only
predicts for # =0. These compare well with the prediction by the proposed model here
(0.955 and 0.965 respectively) which in addition predicts these ratios for various timings.
In addition, the model developed here was able to predict the influence of casting rate on
relative lateral pressure in the same way Khayat et al. (2005) reported it. Figure 6.10

shows the influence of the rate of placement (casting) on lateral pressure for the 2.1 m

high column. Though both the two casting rates depict the same slope of pressure drop, it
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Figure 6.8: Comparison between Literature Experimental Results [Khayat et al., 2005]
and Predictions of the Proposed Model for the Evolution of Base Relative Lateral
Pressure with Time after Casting at a Rate of R=25m/hr.
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Figure 6.9: Comparison between Literature Experimental Results [Khayat et al., 2005]
and Predictions of the Proposed Model for the Evolution of Base Relative Lateral
Pressure with Time after Casting at a Rate of R=10m/hr.
is still clear that the pressure at every point of time during the measurement is lesser for
the slower casting rate (R =10m / hr). This is attributed to the thixotropic behavior of the
concrete material which behaves more or less like a fluid when cast at a faster rate. At
slower rates, however, the already placed material flocculates and builds up a structure
strong enough to support portion of the weight of subsequent material cast above it

thereby resulting in lower pressure readings than the former case. The model was able to

depict similar behavior due to the time dependent spring elements whose stiffnesses



114

increase with increase in time after casting. These springs are responsible for providing

support to the concrete column and, therefore, resulting in lower pressure values with

time and/or with slower casting rates.
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Figure 6.10: The Finite Element Model Showing the Influence of Casting Rate on Lateral
Pressure Variations.

Fictitious simulation runs were carried out with two more different values of Ath,-x

(0.5Pa/s and 1.0Pa/s) in addition to the one (0.2Pa/s) used in the above case. Figure 6.11

shows the relative effect of thixotropy on lateral pressure decay. It is evident from the

figure that the use of higher thixotropic SCC will result in more reduction in the value of

the lateral pressure on formwork.
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Figure 6.11: Relative Effect of Thixotropy on Lateral Pressure Decay.
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In order to verify the model’s validity at different heights of a formwork use was made of
more data from the work published in (Khayat et al. 2005). The same maximum concrete
column modeled above was considered here. Figure 6.12 shows the result obtained from
the model’s simulation of the relationship between the three variables involved, namely,

the lateral pressure, the head of concrete and the time after casting (resting time).

250
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A
» ---¢--- Hydrostatic pressure
« 150 | —
- —=—1 hrresting time
> .
2 100 | —a—2 hrresting
S —3—3 hrresting
)
I

0
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Lateral pressure (KPa)

Figure 6.12: Prediction of the Lateral Pressure Variation by the Proposed Finite Element
Model at Various Heights above the Base of the 2.1m High Concrete Tested by
Khayat et al. (2005).

Figure 6.13 shows the comparison with the results achieved by (Khayat et al. 2005).
From these figures (a, b and c) it is obvious how the simulation/experimental curves

move further away from the hydrostatic pressure envelope.



Lateral pressure (KPa)

'E 250
= 200 —&—— 1 hr (Khayat et
-@ al. 2005)
0 150 —®—— 1 hr (Proposed
% 100 model)
£ 50 - - - A- - - Hydrostatic
0
£ o : :
0] 20 40 60
Lateral pressure (KPa)
(a)
'g 250
<~ 500 ——— 2 hr (Khayat et
g al. 2005)
150 —®—— 2 hr (Proposed
é 100 model)
£ 50 - --A- - - Hydrostatic
2
£ ol
60
Lateral pressure (KPa)
(b)
E ——— 3 hr (Khayat et
% al. 2005)
o —m—— 3 hr (Proposed
.8 model)
g - - - A- - - Hydrostatic
2
60

(c)

116

Figure 6.13: Comparison between Literature Experimental Results [Khayat et al., 2005]
and Predictions of the Proposed Model of the Lateral Pressure Variations ((a) 1 hour (b)

2 hours (c¢) 3 hours) at Various Heights above the Base of a 2.1m High Column.
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6.3.2 Pumping Versus Casting

It has been shown in the previous validations that the model presented in this research
can predict the variation of lateral pressure in a vertical formwork at various heights with
respect to time after casting. However, it will be reiterated here that the model may not
be suitable for predicting such behavior in the case of pumped/injected concrete. In order
to illustrate how the model behaves relative to the two different phenomena (casting and
pumping/injection), the experimental work carried out by Vanhove et al. (2004) is
simulated here and the results compared with the model developed by the same authors.
The estimation by their model uses the Janssen’s model as used in the statics of ensiled
granular material. Briefly, their experimental work includes setting up two forms 12 m
high. Injection of SCC was carried in the first formwork and poured from the top opening
in the case of the second one. Using their proposed equation, with the aid of tribometry
measurements, they estimated the lateral pressure of the concrete against the formwork in
each of the two cases. Prediction of their model in the case of casting and
injection/pumping compared to their experimental readings for the poured concrete is
illustrated in Figure 6.14. Also, the prediction by finite element model developed in this
work is superimposed. The three curves show clearly that the model developed in this
research is more suitable for adoption when simulating the pressure variation in the case
of poured rather than injected concrete. The later can be seen, from the graph, to
approach the hydrostatic pressure head, because during pumping the concrete stays

predominantly as fluid.
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Figure 6.14: Comparison between Literature Experimental Results [Vanhove et al., 2004]
and Predictions of the Proposed Model for the Evolution of Relative Lateral Pressure
with Time after Casting at a Rate of R=10.3m/hr and A;,=0.4Pa/s.

6.3.3 Effect of Casting Rate on Maximum Lateral Pressure

Ovarlez and Roussel (2006) noticed and reported the contradiction in the statements
found in literature that the maximum lateral pressure is slightly affected by casting rate
(Khayat et al. 2005) and the casting rate plays a major role (Billberg 2003). However,
with the aid of their analytical model, Ovarlez and Roussel (2006) were able to explain
this phenomenon beyond doubt. The finite element model developed here has also
successfully captures this observation. Figure 6.15 shows the existence of two regimes as
reported by Ovarlez and Roussel (20006) ; the casting rate plays a significant role on the
variation of the relative lateral stress within the first regime, whereas the second regime

shows negligible effect of this parameter.
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Figure 6.15: Comparison between Prediction by the Model Proposed, Experimental
Result by Khayat et al. (2005), and the Model Proposed by Ovarlez and Roussel (2006)
for the Effect of Casting Rate on Relative Lateral Pressure at the Base of a 2.1m High

Column.



CHAPTER SEVEN

CONCLUSIONS AND RECOMMENDATIONS

7.1 CONCLUSIONS

Both filling and passing behavior of SCC as well as slab and wall castings were
numerically simulated using the commercial software FLUENT in order to substantiate
the validation of the hydrodynamic modeling of the flow behavior of this material. Using
the volume of fluid (VOF) approach and Herschel-Bulkley viscosity model (both
thixotropic and non-thixotropic), an excellent agreement between the experiment and the
simulation results was obtained. In addition, a new finite element model for the
prediction of lateral stress evolution due to self compacting concrete was developed and
presented in this research. Its validation relies, mainly, on the use of available
experimental results from the literature. Predictions achieved by this model were found

to be successful.

Based on this study, the following conclusions are made.

1) CFD simulation for flow of fresh SCC yields results that match experimentally
observed values of flow characteristics in the slump, L-box, and the V-funnel tests.
The CFD model, using the dynamic yield stress 1o and plastic viscosity p, as input
parameters, predicts various flow characteristics for different SCC mixes, including
those admixed with silica fume, fly ash and limestone powder.

2) The thixotropy model can be included as user-defined function into FLUENT and is
noted to change the flow attributes of the SCC in contrast to the non-thixotropic

model, and as confirmed by experimental observations.
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3)

4)

S)

6)

7)

8)

9)
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Immediate casting with SCC’s using retarding agents in the mix will lead to
development of high formwork pressure for vertical walls due to significant
reduction in Ay;x in the presence of retarding agents.

The proposed finite element model presented in this research is able to describe
quantitatively the evolution of the lateral stress on the formwork in terms of the
thixotropic evolution of the yield stress at rest and its influence on the boundary
conditions.

For a very high casting rate, R the maximum lateral pressure in a formwork
approaches the hydrostatic value because the material is not able to flocculate and
thus keeps on behaving as a fluid. On the other hand, the lateral pressure remains
below the hydrostatic pressure when the material is cast from the top of the
formwork at a rate slow enough to allow flocculation.

Highly thixotropic SCC material displays a smaller maximum lateral pressure value
even if cast at a high rate unlike the less thixotropic one.

The lateral pressure decreases quickly after the end of the casting as the concrete is
now at rest and so able to develop a higher yield stress and starts behaving as a solid.
The simple model can be used by mix designers for selection of appropriate SCC to

yield the required 4

. for minimization of formwork pressure in casting of deep
members such as retaining walls and shear walls.

The virtual simulation for flow of SCC presented in this research could be used as a
useful tool for ensuring a robust SCC mix for construction and, hence, with it’s

successful validation, this work stands to make a considerable contribution towards

optimizing SCC and increasing its uptake in the Kingdom of Saudi Arabia.
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7.2 RECOMMENDATIONS FOR FUTURE RESEARCH

1)

2)

3)

4)

The following recommendations can be made for further research in this area

In this research, a single fluid modeling approach was used to simulate the flow
behavior of SCC during testing and casting processes. Although this was proved to be
sufficient in studying the flow behavior globally, but future work may incorporate the
heterogeneity effects and, hence, provides the means to study other micro or local
behavior such as the possibility of segregation of this material.

Either a CFD, analytical or finite element model can be devised to study the effect of
thixotropy during pumping and the resulting segregation of SCC.

Since the finite element model for lateral formwork pressure developed in this
research is meant to simulate SCC materials that are poured during casting, further
study to adjust the model for application in the case of injected concrete is
recommended. This way, it will serve as a more versatile tool for the prediction of
pressure evolution with more pronounced economic impact due to the reduction in
the number of experiments needed to study such phenomenon.

Due to the considerable reduction in thixotropy of the retarder admixed SCC noticed
in this study, and the fact that formwork pressure development is linked to the
thixotropic behavior of the material, further research to study the effect of using such

retarders on formwork lateral pressure is recommended.



APPENDIX: SCC Flow Test Simulation Results
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Slump Flow and T500 Test:
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Figure A 1: Progressive Flow of SCC during the Simulation of Slump Test for the
Reference Mix.



125

s s
1E=5 [
1ed 1ed
I=a | ':“
1T# ITE

0 Sec. (Initial) 0.4 Sec.
- 1 e
| 1K=
I:J .‘. | ::: .‘.
i iwe

0.6 Sec. 1.2 Sec.

::H ::H
T T
FE T —— |:: | ———t——e |

3.92 Sec. (T500) Final spread

Figure A 2: Progressive Flow of SCC during the Simulation of Slump Test for
5% Fly-Ash.
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L-box Test:
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V-funnel Test:
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