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ABSTRACT

When the machining process known as grinding is used, a grinding fluid is
applied to regulate the temperature of the workpiece and reduce the risk of
expensive thermal damage. The factors which influence the transport of this
fluid are not well understood. However, they are important to understand
otherwise unnecessary cost can be incurred from inefficient application of the
grinding fluid.

This thesis identified three length scales of the flow during surface and creep-
feed grinding, and used asymptotic methods on a multiphase model to derive
a multiscale system of equations governing the flow. Under the lubrication
approximation, we have shown that it is possible to calculate the flux through
the grinding zone without having to solve for the flow far from the grinding
zone. No extra empirical boundary conditions need to be imposed. This was
done using the method of matched asymptotic expansions.

t™ abrasive profiles, we used two-scale homogenisation

Focusing on Trizac
on the grinding zone flow to derive a model at realistic Reynolds numbers. We
found that the angle of orientation of the abrasives influenced the velocity of
the flow across the grinding zone. In particular, we observed that the angle
affected the speed at which the grinding fluid was transported through the
grinding zone, as well as which side of the grinding wheel that grinding fluid
leaked out of.

We also identified potential regimes where the flow became turbulent in the
grinding zone, finding that the onset of turbulence occurred at lower Reynolds
number when there was a larger concentration of grinding fluid surrounding

the abrasives. This finding supports an existing argument against the use of

flooding the grinding zone prior to start-up and during the grinding process.
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INTRODUCTION

Tribology is the science of interacting surfaces in relative motion. Although
tribological processes have been fundamental throughout the history of human
civilisation, the scientific study of these processes begin as recently as the mid-
20t" century. In fact, the term tribology was first introduced in 1966 by the
Department of Education and Science in a report on the cost to industry of
friction and wear in such processes [43]. Since then, the word tribology has
been used to encompass many processes which involve any aspect of friction,
wear or lubrication: lubrication of bearings, gear rotations and milling are just
a few processes which would now be considered tribological.

A machining process which dates back far longer than the word tribology, but
which is unanimously considered a tribological process, is grinding. Grinding
is commonly used to rapidly remove material from and finish metallic and
ceramic components, which will be referred to as the workpiece throughout
this thesis. Grinding aims to produce components with a required surface
profile and smoothness. To do this, the workpiece is fed into the path of a
spinning, thin cylinder which consists of many small, discrete, sharp cutting
points. These cutting points are referred to as the abrasives, which are bonded
together to form the grinding wheel. When an abrasive impacts the workpiece,
it removes a small quantity of material from the surface of the workpiece. The
aim of this process is to ensure the cutting points produce a workpiece fit
to the consumer’s desired specifications. Familiar examples of grinding are

the sharpening of metal blades against a rotating sharpening wheel, and the



INTRODUCTION

Figure 1: From [I]. Image taken during the surface grinding of a workpiece.
Sparks can be seen being emitted from the cutting occurring in the
grinding zone. The nozzle in the bottom right is closely positioned to
the wheel to deliver grinding fluid into the grinding zone.

polishing of surfaces with a sanding machine. An image of the grinding process
described here is provided in figure

However, due to the large number of cutting operations occurring over small
timescales, there are many potential issues that may arise during grinding: the
generation of discarded chips (the removed workpiece material) and high surface
temperature are two that may be faced in many grinding situations [58]. High
surface temperatures are a primary concern in grinding due to the increased risk
of direct or indirect thermal damage to the workpiece. Thermal damage can
affect the workpiece through undesirable cosmetic damage, plastic deformation
or increased brittleness due to repeated extreme heating and cooling from the
air.

The usual method in industry to remedy these issues is to deliver a fluid,
referred to as the grinding fluid, to the grinding zone. This is the region of
contact between the workpiece and grinding wheel. The fluid is delivered by
placing a nozzle near the entrance of the grinding zone which ejects grinding
fluid into the path of the spinning grinding wheel. This causes it to be dragged
into the grinding zone by the grinding wheel. Then, depending on the rheology
of the grinding fluid, the grinding fluid can work by lubricating the grinding

zone to reduce heat generation or wear, or by cooling the workpiece through
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INTRODUCTION

heat conduction from the workpiece. Other than lubricating and cooling the
workpiece, the grinding fluid is able to wash away and dislodge chips or abrasive
fragments that can become stuck in the spaces between the abrasives. It is
worth remarking that although it is referred to as a grinding fluid, this can not
only be a single-phase fluid such as air or water, but also a mixture, a commonly
used one being oil and water.

In this process, a variety of flow regimes can be identified. The simplest of
these is far from the grinding wheel and nozzle, where there is quiescent air. At
the nozzle head, we can expect there to be entrained bubbles which form, or are
already present in, the high speed grinding fluid bulk as it travels through and
out of the nozzle. This slug flow regime persists until the grinding fluid is close
to the grinding wheel, where a small amount of the grinding fluid-air mixture
is dragged into and through the grinding zone, but with the rest existing as
pockets of liquid in air around the grinding wheel due to splashing. Additional
flow regimes can arise from the formation of bubbles on the surface of the wheel
due to high shearing effects, or the formation of grinding fluid vapour due to
film boiling inside the grinding zone. However, such phenomena are outside the
scope of this thesis.

While this method of fluid delivery has been in use for many years, there is no
consensus in the current scientific research for methods of maximising cooling
while minimising the applied fluid. As a result, the industry standard has been
to use as much fluid that the operator deems reasonable to provide sufficient
cooling. Thus, empirical experience is the knowledge that is used by operators
for fluid delivery during grinding. However, an immediate consequence of this
approach is that costs associated with the application of grinding fluid can
account for up to 17% of the total costs incurred in grinding a workpiece [47].

Over the years, different grinding operations have been adapted and devel-
oped to accommodate the demands of industry. This thesis will be focused on
up-grinding in surface and creep-feed grinding regimes, two of the most com-
mon grinding operations. Up-grinding refers to the situation where the grinding

wheel cuts the workpiece in the reverse direction to the path of the workpiece,
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Figure 2: Illustration of the up-grinding regime with the nozzle positioned such
that grinding fluid is directed towards the grinding zone. The arrows
represent the direction of velocity.

see figure 2] Both surface and creep-feed grinding regimes are similar to the
situation depicted in figure [2| namely, the workpiece is slowly passed under a
high-speed spinning grinding wheel in order to achieve a flat, finished surface.
With each pass, a thin layer of thickness d. is removed. This is referred to as
the depth of cut. The speed that the grinding fluid exits the nozzle is usually
chosen to be around the speed that the grinding wheel spins.

The differences between surface and creep-feed grinding lie in their purpose.
Surface grinding is used for removing material off a workpiece’s surface to ac-
quire a smooth finish. For this purpose, surface grinding uses grinding wheels
with fine abrasives, low depth of cuts and multiple passes of the workpiece
across the grinding wheel.

In contrast, the purpose of creep-feed grinding is the quick removal of a
large quantity of material from the workpiece’s surface. This is done by using
grinding wheels with coarse abrasives and large depth of cuts. There is only
one low speed pass of the workpiece across the grinding wheel. Illustrations of

surface and creep-feed grinding regimes in the region around the grinding zone
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Figure 3: Illustration of a surface up-grinding regime. The arrows represent the
direction of velocity. Surface grinding typically uses smaller abrasives
and shallower depths of cut, d., than creep-feed grinding.

Grinding parameter Surface Creep-feed
Grinding wheel speed 2x 10t ms™ ' [35x10" ms~!
Nozzle grinding fluid velocity | 2 x 10’ m s™! | 3.5 x 10! m s™!

Workpiece speed 1x107' m 1x1073 m

Abrasive size 1x107° m 5x 1074 m

Depth of cut 2x10°m | 24x103m

Table 1: Typical values for distinguishing quantities of surface and creep-feed
grinding regimes.

are shown in figures |3| and 4| respectively. Typical values for these quantities

can be found in table [1l

Another commonly used grinding operation in industry is centreless grinding.

This is used for efficient large-scale manufacturing of cylindrical objects by using
a second wheel to rotate the workpiece. Centreless grinding is outside the scope
of this thesis, but an extensive review of the many grinding methods used in
industry can be found in [59].

In the following section, we examine the current literature associated with
the work presented in this thesis. This chapter will then end with a discussion

on the aims and outline of this thesis.
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Wheel
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Figure 4: Illustration of a creep-feed up-grinding regime. The arrows represent
the direction of velocity. Creep-feed grinding typically uses larger
abrasives and deeper depths of cut, d., than surface grinding.

1.1 EXPERIMENTAL STUDIES

During grinding, a thin layer of air can be observed surrounding the grinding
wheel and moving with it. At high speeds, this air layer can have devastating
effects on the quality of the workpiece as it is capable of reducing the flow of
the grinding fluid through the grinding zone to such an extent that the cooling
of the workpiece is insignificant. Depending upon the fluid delivery system and
grinding machine setup, it is even possible that no grinding fluid is able to
penetrate the layer, thus starving the grinding zone of all grinding fluid [2§].
In order to develop methods that ensure sufficient cooling of the workpiece,
research has been conducted to understand the behaviour of this layer.
Alenius et al. [5] measured the tangential velocity of the air boundary layer,
vt, at various distances from the grinding wheel’s surface. They found that v
followed an exponentially decreasing behaviour with respect to normal distance
from the surface. They also sought measurements along the width of the grind-
ing wheel, observing that the maximum in v; occurred at the midpoint of the
width. It is worth noting that the measuring device was an (intrusive) pitot
tube, and the data they collected is from various angles of inclination for the

tube, thus leading to possible inconsistencies with the collected data.
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1.1 EXPERIMENTAL STUDIES

Wu. et al. [38] used a laser Doppler anemometryﬂ system to measure the
velocity of the air boundary layer at points below the grinding wheel. At a
fixed point in the air boundary layer, they observed that an increase in the
grinding wheel’s velocity corresponded to an increase in v;. Additionally, their
results agree with Alenius and Johansson’s with respect to the dependence of
v on the increasing radial distance from the grinding wheel’s surface; however,
their results taken along the width of the grinding wheel disagree: Wu. et al.
did not observe the distinctive maximum of v;. The authors’ conjecture that
the reason for such contradicting observations was due to the differing grinding
wheels. Specifically, the roughness and also the experimental conditions. The
uncertainty behind these different measurements and the implications this could
have on the delivery of the grinding fluid highlights a necessity to gain a deeper
understanding of the physics in the process.

Concerning flow field measurements in grinding, it is important to note a com-
monality in all of the aforementioned experiments, which is that the grinding
process is only simulated. The grinding wheel spins above and makes no phys-
ical contact with the workpiece. Therefore, although a model may correlate
well with these experiments, consideration of the variance between the simu-
lated experiments and realistic grinding scenarios must be taken into account
when inferring any of this model’s predictions for a realistic grinding scenario.

Engineer et al. [29] used an elaborate scraper and funnel system during
wet grinding to collect the grinding fluid which had been transported from the
nozzle and through the grinding zone. At a depth of cut of 6 x 107% m, they
observed that an increase in the porosity of the grinding wheel corresponded
with an increase in the grinding fluid which was transported to the end of the
grinding zone. This supports the intuitive belief that increasing the available
space between abrasives correlates with an increase in grinding fluid transported
through the grinding zone, due to the extra space available as pores in the

grinding wheel. Interestingly, for certain porosities, there seemed to be an

Further information on this method of measurement, as well as its application to grinding,
can be found in [93].
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almost linear proportionality between the nozzle flow rate and flow rate through
the exit of the grinding zone. This reinforces the idea that increasing the
amount of grinding fluid that is delivered towards the grinding zone can lead
to an increase in grinding fluid through the grinding zone.

Mandal et al. [46] used a simple guard and funnel system to capture the fluid
passing through the grinding zone. They observed the existence of a critical low
rate of the grinding fluid, below which no fluid passed through the grinding zone.
Furthermore, they observed that increasing the flow rate at the nozzle increased
the total flow through the grinding zone. For their particular experimental set-
ups, Mandal et al. found that the flow rate through the grinding zone varied
from 0 to 35% of the flow rate at the nozzle. They also discuss the use of various
shaped nozzles to deliver the grinding fluid and how the shape can affect the
percentage of fluid passing through the grinding zone, although the variance in
their experimental parameters leaves this to be a qualitative observation.

O’Donovan et al. [68] measured the velocity of air exiting a nozzle in a two
dimensional plane near the grinding zone. Using Particle Imaging Velocimetry

2 and 3 x 1072 m from

(PIV) over a sampling area of roughly 1.6 x 1073 m
the grinding zone, they observed a region of recirculation approximately 45mm
away from the grinding zone due to the impenetrability of the entrained air
boundary layer. It was remarked that flow field measurements were only avail-
able for low velocities of the air exiting the nozzle, due to the difficulty in taking
PIV measurements at high velocities.

In the following section, we will discuss the progress that has been made

towards accurately predicting the dynamics of the fluid flow during grinding.

1.2 MATHEMATICAL STUDIES

1.2.1 Previous Results

Researchers have long been aware of the role of the space between abrasives

in transporting fluid to the grinding zone [24]. Those that have attempted to
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Figure 5: From [60]. Image taken of simulated grinding whereby a thin gap
exists between the grinding wheel and workpiece. The grinding fluid
is observed to travel through the gap in a far greater amount than it
would be expected to travel through the grinding zone.

mathematically describe the grinding fluid have simplified this by supposing
that the spaces between abrasives form an effective gap between the workpiece
and the grinding wheel. More precisely, they consider the grinding wheel to
be spinning at a non-zero distance above the workpiece such that no contact
is made between the two surfaces. An image of a simulated grinding setup is
shown in figure

A common approach is to then model the flow in this effective gap with
Reynolds equation. Originally derived by Reynolds [74], the one dimensional

Reynolds equation is given by

9, h_3 dp oh oh
p Ox ox ot’

2 _) = 6 (ur + ug) 2+ 122 (1)

which governs the pressure distribution, p, in the gap between two surfaces
separated by an a-priori known distance, h. Here, u; and ug are the speeds of
the two surfaces and g is the dynamic viscosity of the fluid.

The key assumptions in the derivation of are that the fluid is Newtonian
and incompressible, the gap between the surfaces is thin enough that viscous
forces dominate over inertial forces and that body forces (e.g. gravity) are

negligible.
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1.2 MATHEMATICAL STUDIES

Although Reynolds equation was originally derived to describe the lubrica-
tion of a journal bearing using olive oil, similar derivations have been used on
flows involving thin layers of fluid to formulate similar models. Some examples
include the motion of a droplet near its moving contact line [25], the air flow in
a hard drive [80] and the thin flow of deposited liquid films in coating processes
(e.g. curtain coating) [90]. We shall review some of the work which apply the
same principles behind the derivation of Reynolds equation to model the flow
during grinding, as well as other approaches.

Assuming an incompressible fluid surrounded the grinding wheel, Schumack
et al. [78] considered the two dimensional stream function form of the steady
Navier-Stokes equations at small Reynolds numbers. They set up their flow
domain as the region L, < x < Lg4, where L, and L; are points beneath the
grinding wheel where they experimentally measured pressure. Instead of taking
the grinding wheel to spin at high speeds, they supposed the grinding wheel
was held stationary and that the infinitely long workpiece was moving at a
typical grinding wheel speed. They treat the grinding fluid as incompressible
and remark that "pressure is small in grinding situations and hence does not
influence the viscosity"'. By assuming that the gap between the grinding wheel
and the workpiece was thin enough that viscous forces dominate over inertial
forces, they were able to derive an expression for the pressure in the gap.

In order to close their problem, empirically determined flow rates had to
be prescribed at the boundaries given by x = L,, and x = L;. The numerical
results for the pressure appeared to correlate well with the measurements taken
when the flow was characterised by a small Reynolds number. However, this was
not the case when the experimental parameters were such that inertial effects
started to dominate in the flow, i.e. at large Reynolds numbers. Furthermore,
there are drawbacks in their approach. The notable problems arise from the
lack of generality due to the empirically determined flow rate, and excessive
reliance on experimental data in the unsteady case. These issues highlight the
necessity for models which can be solved without depending on difficult-to-

obtain measurements. Additionally, after presenting their numerical results, it
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was suggested that an alternative approach is necessary when considering flows
with large inertial effects.

Hryniewicz et al. built upon the work of Schumack et al. in their two papers
[36] and [37] by considering the effect that roughness of the grinding wheel’s
surface has on the pressure in the grinding zone. To incorporate the effects
of roughness, they used a volume averaging technique on the leading order
Reynolds equation at moderate Reynolds number and equated the distance be-
tween the bottom of the grinding wheel and the workpiece in their model as
the minimum distance between the grinding wheel’s abrasives and the work-
piece in their experiments. Their numerical results for the pressure show a
reasonable correlation with experimental results, although the predicted pres-
sure values deviate further from the experimental ones as the grinding wheel
speed increases (that is, as the Reynolds number increases). As the authors’
focus was only the hydrodynamic pressure in the grinding zone, they encounter
the same difficulties as Schumack et al. when attempting to solve for the veloc-
ity field, specifically the unknown velocity boundary conditions. Furthermore,
their results experience a similar breakdown of accuracy when inertial effects
become relevant at higher Reynolds numbers.

More recently, both commercial and open-source computational fluid dynam-
ics software, such as Fluent [2] and OpenFoam [3], respectively, has allowed
researchers to simulate the full problem: assembling models of the flow process
from pre-specified sets of equations and solving them automatically. This ap-
proach has made an arduous task accessible and convenient to researchers with
various backgrounds. Mihi¢ et al. [62] used Fluent to investigate the two-phase
(air and grinding fluid) flow in the presence of heat transfer. A key feature of
their model is the use of the multiphase mixture model for the flow (we refer
the reader to [20] for further details on this model). In this model, only one mo-
mentum equation must be solved for both phases, reducing the computational
burden substantially. A second feature of the approach in [62] is the inclusion
of roughness effects through a sink term in the momentum equation, applied in

a region defined by the authors as being representative of the grinding zone re-
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1.2 MATHEMATICAL STUDIES

gion. Their numerical results appear to correlate well with experimental results.
Namely, that there is an increase of the grinding fluid flux into the grinding
zone when there is an increase in the grinding wheel speed.

Concerning general lubrication systems, Patir et al. [69] advanced the study
of lubrication fluid systems by extending the standard Reynolds equation into
the ‘average Reynolds equation’ They began by considering a single incom-
pressible fluid that occupied the lubrication domain between two (possibly con-
tacting) rough boundaries, and then assumed the existence of a control volume
that is ‘sufficiently large to include a large number of asperities’, but small rel-
ative to the dimensions of the whole lubrication domain. After separating the
flow through the control volume into contributions due to pressure gradients
and imposed shear forces, they introduced three flow factor functions which
essentially act as functions of proportionality between the averaged fluid flux
(over the control volume) and the actual fluid flux. This allows the final average
Reynolds equation to be stated, which includes these flow factors. This method
is similar to that used in the field of homogenisation, which takes advantage of
the large scale separation between the dimensions of the control volume and, in
this case, the lubrication domain. We refer the reader to [70] for further details
on the field of homogenisation.

The primary advantage of using such a Reynolds equation is that the precise
geometry of the domain is no longer necessary when solving for the pressure
distribution, instead being replaced by quantities which represent the average
(smoothed) geometries. The primary advantage of this is a large reduction in
the computational cost of solving problems involving very rough boundaries.
However, disadvantages lie in the rigour of the method, namely whether the
flow factors as defined are capable of capturing the correct mean behaviour,
or whether the dimensions that the control volume takes has an overwhelming
effect on the mean pressure distributions.

Since the work of Patir et al., a great deal of research has been performed
on applying homogenisation to lubrication systems. In particular, Bavada et

al. [16] considered the Stokes system with different regimes of roughness. The
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vanishing periodicity of the rough geometry allowed them to homogenise the
system with respect to this quantity and obtain a weak formulation for the
homogenised system. This allowed them to inspect different limits correspond-
ing to each regime of roughness. Following this, various existence and weak
convergence results of the homogenised system were presented.

While the aforementioned work was primarily concerned with theoretical re-
sults, there has been research into numerical results of homogenised lubrication
systems. One such example is the work by Almqvist et al [I2], who considered
flow in a bearing with a (periodic) sinusoidal roughness profile. The results
showed that in the one dimensional case, the mean pressure solution for their
homogenised Reynolds equation matched very well with the solution to the

Reynolds equation with deterministic roughness for a suitably small periodic-

ity.

1.2.2  Turbulence

While the literature on turbulence in various fluid flows is extensive, it is still
an open question how turbulent effects should be resolved in any single flow.
In the following paragraphs, we will briefly recapitulate the relevant studies on
turbulence and discuss the methods of resolution of turbulent effects in flow
studies.

The initial key research began in the mid-20"" century with Kolmogorov
and Richardson in the studies [48] and [75], respectively. The summary of
Richardson’s work is that over the macroscopic length scale, turbulent kinetic
energy is produced and is transferred to eddies of characteristic lengths of the
same order as that over which the flow takes place. Due to the instability
of these eddies, break-up occurs and their energy is transferred into smaller
eddies. This energy cascade continues until the energy is transferred to the
smallest stable eddies, where it is dissipated through viscous effects.

Kolmogorov deduced that the smallest eddies are present at extremely-small

length scales in any flow. Thus, solving the Navier-Stokes equations directly
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while resolving all scales of a turbulent flow is infeasible. It becomes neces-
sary to incorporate the effect of small-scale turbulent structures on the flow in
such a way that the problem is not too computationally demanding. In engi-
neering applications involving complex flow geometries, the prevailing method
to perform the aforementioned incorporation is through the modelling of the
Reynolds stress, <ugu;> This term arises from separating the flow variables into
mean and fluctuating components, i.e. up = (uy) + uj, and using an averaging
operator (-) over the Navier-Stokes equations.

Typically, the Reynolds stress is modelled by applying the Boussinesq hypoth-
esis. This introduces the eddy viscosity, a quantity which models the transport
and dissipation of energy in the smallest eddies, and relates it to the Reynolds

stress through the relation

p (ujul;) = gpk%‘ —2u'ei;j ((u), (2)
k= ; <u;u;> : (3)
E ({w) = 5 (V () + (V (u))"). (4)

where p is the fluid density, d;; are components of the Kronecker delta tensor,
k represents the turbulent kinetic energy and p! denotes the eddy viscosity. In
order to close the problem, turbulent kinetic energy and eddy viscosity must
be modelled, which is generally done using an established turbulence model.
The mixing length model is the simplest turbulence model, introduced by
Prandtl in [72]. The essence of the mixing length model is that an element
of fluid will maintain its momentum across a characteristic distance, [,,. The

turbulent kinetic energy is neglected and i in (2)) is taken to be

it = pI2\/2E ((u)) : E ((u)). (5)

This simplicity comes at a cost, and in problems with boundary layer separation
or adverse pressure gradients, the mixing length model fails to accurately cap-

ture physics of the turbulent structures [02]. Other turbulence models which are
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popular in industrial applications include the two transport equation k — e [53]
and k —w [91] models and the one equation Spalart-Allmaras (SA) turbulence
model [84].

Extensions to existing turbulence models are continually being proposed
which widen a model’s applicability to specific flows. For example, one ex-
tension to the SA model reduces the numerical instabilities that the SA model
exhibits in wall-bounded flows [9], another extension incorporates the effects of
curvature on turbulent structures into the model [82]. However, there is cur-
rently no work in the literature on the validity of existing turbulence models

for the flow during grinding.

1.3 THESIS AIMS AND OUTLINE

The aim of this thesis is to apply a variety of mathematical modelling methods
in order to investigate and understand the behaviour of fluid transport during
grinding. The main methods which form the foundation of the work in this
thesis are the method of matched asymptotic expansions and asymptotic ho-
mogenisation for model reduction over distinct scales. Such model reductions
are necessary to study the flow behaviour of grinding fluid, as the complexity
of the flow does not lend the original model to theoretical or numerical consid-
eration. Reduced models inevitably fail to reproduce the exact behaviour of
the original models, or have a smaller scope of applicability than the original.
However, the approach of model reduction is that each subsequent model builds
upon the previous one. Therefore, we examine the predicted flow behaviour of
the reduced models and the assumptions we used to derive them. This is done
so that disadvantages of the reduced model can be detected, even for mod-
els commonly used in the literature for studying grinding fluid transport, and
amendments can be made.

Concisely, our aim is to investigate whether these multiscale mathematical
methods can be applied to the flow during grinding. If so, can these reduced

models help us to gain valuable knowledge into the factors which influence the
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1.3 THESIS AIMS AND OUTLINE

flow? Will this knowledge help us to then optimise the application of grinding

fluid in the process and reduce costs associated with wasted grinding fluid?

1.3.1 Mathematical Fundamentals

The journey towards the answer to these questions begins in Chapter [2| In this
chapter, we state the mathematical tools we will need to study the flow during
grinding. We begin with the multiphase model, a system of equations derived
from the Navier-Stokes equations using the concept of volume averaging. We
then familiarise the reader with the Navier slip boundary condition, and finally
we describe the abrasive profiles for the grinding wheels that we will focus on in
this thesis. Namely, a mathematically smooth profile and an engineered profile

formed of repeating regular pyramids, known as Trizact™ abrasives.

1.3.2  Multiscale Methods Introduction

In Chapter 3], we introduce the asymptotic methods that are used in each chap-
ter thereafter. The goal of this chapter is to investigate multiscale methods on
a simplified problem of grinding which retains the dominant transport induced
by the shearing of the grinding wheel. We see on this problem how we can
exploit the distinct multiple scales inherent in grinding.

In greater detail, this simplified problem is the idealised geometry of a smooth,
spinning wheel situated a small distance above the workpiece. We separate the
flow domain into two domains and exploit the small length scales expected
in the grinding zone to derive a reduced dimension model there, the widely
familiar Reynolds equation. We find that we are able to solve for the flow in
the grinding zone without needing to solve for the large scale flow associated
with the grinding wheel. This allows us to calculate the flux of grinding fluid

through the grinding zone, and we find that this is a negligible amount when
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1.3 THESIS AIMS AND OUTLINE

viewed on the large scale. Further, it motivates us to apply the same methods

on a problem with a more realistic grinding geometry.

1.3.3 Lubrication Flow

Chapter [4] is concerned with applying the method of matched asymptotic ex-
pansions from Chapter [3|on a more realistic grinding geometry. In this chapter,
we model the depth of cut in the workpiece. Building upon the work of Chapter
we focus on the flow around the grinding zone and find that the depth of
cut changes the mathematical behaviour of the solution. We find that there
are three separate cases to consider depending on the size of the depth of cut.
In each case, we find that decreasing the depth of cut leads to an increase in
the flux of grinding fluid through the grinding zone. Additionally, we separate
the flux into two components: one due to the shearing of the grinding wheel
and another due to the pressure gradient across the grinding zone. We find
that the flow is primarily driven by the shearing of the wheel, with the pressure
gradient responsible for only around 10% of the total flux in both the surface
and creep-feed grinding regimes that we consider.

We then extend the problem to include slip at the surface of the grinding
wheel and workpiece. We find that there are now five separate cases to consider
depending on the size of the depth of cut and slip. In the slip regime, we find
that the shearing of the wheel is still the primary driver of the flow through the

grinding zone.

1.3.4  Two-Scale Homogenisation Model

Due to the limited applicability of the lubrication approximation to boundaries
with O (1) slope, we begin Chapter [5| by focusing on a Stokes flow regime. We
determine that there are at least two distinct length scales in the grinding zone

flow. In particular, these length scales are the size of a single abrasive and the
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1.3 THESIS AIMS AND OUTLINE

length of the grinding zone. We concentrate only on manufactured grinding
wheels in this chapter; that is, where the abrasive profile is engineered to a
certain specification. As the manufactured grinding wheels of interest have
periodic abrasive profiles, the problem is appropriate for two-scale asymptotic
homogenisation. This, in essence, averages the flow over a single abrasive and
then upscales this flow to derive a system of equations similar to the lubrication
approximation, but with coefficients which depend on information from the
abrasive-scale flow.

The homogenisation of Stokes equations in similar geometries has previously
been done in the literature by Fabricius et al. [31]. However, we find that
when homogenising these equations in a cylindrical (or polar) coordinate system,
there are additional curvature terms that arise in the upscaled equations. These
terms have not been reported in the aforementioned previous work due to their
use of a Cartesian coordinate system. We investigate these terms and find that,
in certain regimes, these terms are not zero and can have an auxiliary influence
on the transport.

We deduce that the flow in all regimes studied behaves in the large shear rate
limit. With regard to the homogenisation process, this is the distinguishing
factor in the study of the flow that separates grinding from flow in porous
media. Hence, taking the appropriate assumptions for this high shear limit, we
derive a novel model which considers inertial effects of the flow.

With this model, we present and investigate solutions for different regimes of
grinding fluid flow at realistic Reynolds numbers. Particularly, we discover that
there is an inverse relation between the amount of grinding fluid surrounding
abrasives and the onset of turbulent flow. Additionally, an aspect in the design
of the abrasive profile has been found to have an effect on the speed that grind-
ing fluid is transported across the grinding zone. We conclude these investiga-
tions with discussions of potential optimisations in the application of grinding
fluid that can be inferred from the results. Emphasis is placed on understanding
the high Reynolds number flow behaviour here, primarily due to the undesir-

able consequences that turbulence effects could have on the flow. Inefficient

18



1.3 THESIS AIMS AND OUTLINE

cooling, diminished lubrication and poor chip removal from the grinding zone
due to regions of stagnation or recirculation are just a few of the consequences
that could dramatically affect the efficiency of the grinding fluid application.
Thus, with the goal of avoiding costly thermal or cosmetic damage to the work-
piece, understanding the onset on these flow structures is necessary to develop

methods to prevent them from occurring.
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MATHEMATICAL FUNDAMENTALS

2.1 MODEL MOTIVATION

The continuum approximation is an averaging process over a small sampling
volume element whereby discrete fields associated with individual molecules are
replaced by a smooth field. Thus, instead of considering the conservation of each
individual molecule’s mass, for example, it is necessary to only consider the con-
servation of the macroscopic property density, the mass per unit volume. This
simplifying approximation allows a countless number of otherwise-intractable
fluid and solid mechanics problems to be solved and better understood.

The foundational equations which govern the behaviour of fluids under the
continuum approximation are derived based on three conservation laws: con-
servation of mass, conservation of (linear and angular) momentum and conser-
vation of energy (also known as the First Law of Thermodynamics [94]). We
will treat the flow as an isothermal process. Thus, conservation of energy is
automatically satisfied and it will not form part of the governing equations.

Conservation laws are able to be mathematically described in integral (global)
form or differential (local) form. In differential form, the conservation of mass

and momentum can be stated as

0
o+ V- (ow) = Q. (6)
LY (g~ P) = pf, )
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2.1 MODEL MOTIVATION

respectively [15]. Here, p is fluid density, ¢ is time, w is fluid velocity with uu

a dyadic product, @) is an internal sink or source of mass,

P:—pl+2uE(u)—<§u—C) (V-u)l, (8)

E(w) = o (Vu+ (V)" (9)

with P and E denoting the fluid stress tensor and rate of strain tensor, respec-
tively, where p denotes pressure (measured relative to atmospheric pressure
throughout this thesis), I = e’ - e/e;e; is the metric tensor of the coordinate
system which the equations are described i, where e’ and e; are the i*" con-
tavariant and covariant basis vector, respectively, u is the dynamic viscosity, ¢
is the second coefficient of viscosity and f is the body force acting on the fluid.

While the reduction of the many-body problem for interacting particles into
the simpler two equation system is a considerable leap in simplicity of the
problem, this is not the final step. Typically, for the system given by equations
() and (7), the density and velocity are the unknowns to solve for. As such,
constitutive relations for the remaining quantities much be specified in order to
close the system. It is the goal of the modeller to accurately determine these
constitutive relations for specific flows.

The system as introduced above concerns the flow of a single fluid. The
problem is made considerably more difficult when multiple fluids are involved,
particularly due to the complex interactions of the fluids at their mutual inter-
faces. In this thesis, we will focus on the flow of two incompressible, Newtonian
fluids, a gas and a liquid, with constant viscosities. The quantities belonging
to a particular phase are denoted by a subscript g and [ for the gas and liquid,
respectively.

Although heat distribution is a vital part of both the motivation for studying
the flow during grinding and of the grinding process itself, it is outside the scope

of this thesis. Consequently, internal exchanges of mass due to effects such as

In a three dimensional Cartesian coordinate system, the metric tensor is just the 3 x 3 identity
matrix
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2.1 MODEL MOTIVATION

phase change due to boiling will be neglected. Similarly, both phases are likely
to be in the compressible regime during grinding due to the large deformations
and temperature gradients they experience. However, in the absence of a math-
ematical description for these temperature gradients, we choose to simplify the
description of both phases by assuming they are incompressible, and leave the
compressible description to future work.

Thus, the conservation laws that we look to study are

0

TRV () = 0, (10)
dpru
pgt Y4V (g, — Py) = prf, (11)
where k = g, 1,
Py = —pil + 2 E (uy) (12)
1

E (u) = 5 (Vur + (Vi)' (13)

and f represents the constant body force acting on the fluid due to gravity.

In principle, equations and can be solved after closure of the prob-
lem with the specification of necessary quantities and boundary conditions in
order to fully determine the behaviour of the flow. In reality, resolving every
aspect of the flow numerically is extremely computationally expensive. For
the flow during grinding where large inertial effects could cause, for example,
rapid mixing with creation, destruction and distortion of interfaces, solving this
problem is infeasible.

Despite this, we can look to simplify this system by recognising that resolv-
ing every structure across all scales of the flow is unnecessary. Therefore, a
reasonable approach is to attempt to filter out small scale perturbations in the
flow, and instead look to solve a simpler system which can capture the impor-
tant aspects of the transport of grinding fluid. In this thesis, we follow the
principle of volume averaging where quantities are averaged over a small repre-

sentative volume element at every point in the flow domain. This is to filter out
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2.2 MIXTURE MODEL

Figure 6: Illustration of the volume averaging at a point in the flow domain,
shown on the left-hand image. The right-hand image shows the repre-
sentative volume element at a point. This volume element is occupied
by an equal amount of air and liquid phase, represented by a white
and blue colour, respectively, giving that the liquid volume fraction
a;=5x10"L

perturbations and determine the mean behaviour of each quantity inside this
volume element. We will not detail the derivation of the governing multiphase
equations here, but the reader is referred to the monograph of Brennen [20]
for further details. Additionally, a similar derivation by Ishii et al. using time

averaging can be found at [39)].

2.2 MIXTURE MODEL

We consider a simple multiphase model, referred to as the mixture model. The

mixture model is given by the equations

V.euy, =0, (14)
ou, B .
Pm <8t+um Vum>—v'(Pm+Pm)+pmga (15)
0
L4V - (agum) =0, (16)
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2.2 MIXTURE MODEL

with the additional relations

1= Z ., (17)
l

k=g,
pm - Z O‘kPka (]‘8)
k=g,l
o = Y Ol (19)
k=g,l
P=—pnl+2 ( Z O‘k,uk:) E (um)a (20)
k=g,l
1
E (um) = 5 (Vo + (V) ") (21)

Equations - are the continuity equation governing conservation of mix-
ture mass, the multiphase Navier-Stokes equations governing conservation of
momentum and the advection equation governing conservation of phase mass,
respectively. Quantities denoted with subscript m are referred to as mixture
quantities. The additional variable «; denotes the volume fraction. This is a
variable in space and time which represents the concentration of liquid inside
an arbitrary volume element around a point. It takes values between 0 and 1,
with 0 corresponding to a purely gas phase, and 1 corresponding to a purely
liquid phase, see figure [0] for an illustration of the volume fraction. The tensor
P! is the multiphase turbulent stress tensor (also known as the Reynolds stress
tensor in single-phase flows) which models the effect of the turbulence in each
phase on the mixture’s momentum.

In order to close the mixture model given by —, we must provide an
expression for an. For the flow during grinding, the geometry of the flow gives
an inherently wall-bounded turbulent flow. While various turbulence models for
such flows have been proposed in the literature, their extension to multiphase
mixture models is flow-specific and largely empirical. Thus, it is a futile effort

to complicate the mixture model with the inclusion of a turbulence model when
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2.3 NAVIER SLIP

neither its applicability to the mixture model or the flow during grinding has
been studied. Therefore, we assume in this thesis that

P, =0 (22)
and leave the study of modelling this term to future work. We refer the Sub-
section [I.2.2] for a brief overview of turbulence modelling with references to
some of the many proposed turbulence models, as well as [39] for examples of
proposed extensions to turbulence models in particular multiphase flows.

With further specification of initial and boundary conditions, the problem is

fully specified and we have a closed system of equations.

2.3 NAVIER SLIP

The typical boundary condition for the fluid at an impermeable solid surface
is the no-slip condition. This requires that the velocity of fluid particles at the
surface are equal to the velocity of the surface, i.e. for a wall moving with

velocity V', the no-slip condition states that
u=1V. (23)

However, this condition is not always appropriate and it becomes necessary to
allow for the possibility that fluid particles can slip and travel at a different
velocity to the surface. A common condition that is used to model slip is the

Navier slip condition which states that
u—V =0n-P(u):(I—nn), (24)

where P is the stress tensor given by , n is the inward-pointing unit normal
to the surface, Iis the metric tensor and [ is the slip coefficient. This condition
states that the velocity difference at a surface is proportional to the tangential

stress of the fluid at the surface, with proportionality factor .
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2.3 NAVIER SLIP

oW

Figure 7: Illustration of the Navier slip condition for flow over a planar surface.

The slip length, 3, represents a length scale over which the velocity
solution with the no-slip boundary condition is offset by.

We remark that can be written in an alternative form in terms of the

rate of strain tensor, E (u), as

u—V =24n-E(u)- (I -nn), (25)

where E (u) is given by @ and B = PBu is referred to as the slip length.

Additionally, we observe that the impermeability condition follows from both

and as the normal projection gives that
u-n=V-n. (26)

As this thesis is only concerned with impermeable surfaces, we will refer to
as the slip condition and use this form throughout.

For the simple case of an axis-aligned, two dimensional planar surface whose

position is described in a Cartesian coordinate system, we have that n = e,.

The tangential component of the Navier slip condition then reduces to the

more well-known form given by

A0

u—Vy = f— (27)
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2.3 NAVIER SLIP
with the impermeability condition given by the normal projection as
v="V,. (28)

Here, u = ué, +vé, and V = V&, +V,&é,. This example is illustrated in
figure[7] where the slip length is shown as a length scale over which the velocity
solution with the no-slip boundary condition is offset by.

The slip condition has previously been used to model slip in rarefied gas flow
in tight channels [I4], liquid wetting [5I] and liquid flow over a solid surface
coated by bubbles [52] or a gas film [57]. The variability of the slip condition
in these problems comes from the choice of the slip length. Typically, for gas
flows, the slip length is taken from values found from theoretical studies using
kinetic theory. In liquid flows, the slip coefficient is inferred from experimental
studies, though depending on the flow and measurement techniques used, the
slip coefficient has been found to vary considerably. In spite of this, an estimate
for the slip coefficient at the interface between the liquid bulk and solid surface

is
B=1x10"%m. (29)

This is approximately the width of a typical liquid-solid interface.

We introduce the slip condition in this thesis for two reasons. It is a simple
condition that is able to alleviate nonphysical singularities which appear in
flows involving contact discontinuities. It is also able to model physical effects
which manifest as slip at the wall due to, for example, small-scale roughness,
potential film boiling and molecular collisions, to name a few.

However, while the slip condition has been extensively studied for flows in-
volving a moving bulk liquid phase (see, for example, [76] for a comprehensive
review of the literature concerned with slip in bulk liquid flows over superhy-
drophobic surfaces), its applicability in mixture models is an extensive challenge

to investigate, and as such has not been comprehensively studied in the liter-
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2.4 ABRASIVE PROFILE

ature. Therefore, we will consider the simple mixture model extension of the

Navier slip condition as
Uy —V =pn-Py-(I—nn), (30)

where 3 is now a representative multiphase slip coefficient for both phases. We

can express in the alternative form

um—V:2B( ak%)n-E(um)-(l—nn), (31)
k=gl M

where 3 = Sy is a representative multiphase slip length for both phases, and
E (u,,) is given by . For simplicity, we will assume that the multiphase slip
length 3 can be approximated by the slip length in single-phase liquid flows,
i.e. we assume the estimate given by in the multiphase slip condition. In
a multiphase context, we will refer to the multiphase Navier slip condition (31

also as the slip condition, and the multiphase slip length as the slip length.

2.4 ABRASIVE PROFILE

In this thesis, we will focus on two types of abrasive profiles. The first is a
mathematically smooth, idealised geometry where the grinding wheel is mod-
elled as a cylinder. The second is a specialised profile used in grinding where
the abrasives are periodically placed pyramid structures. These are known as
Trizact ™ abrasives. This profile will be specified in a cylindrical coordinate
system (7,6, z). Although this coordinate system will be formally introduced
later, we mention here that in an up-grinding regime, the grinding wheel spins
in the —éy direction where &y is the basis vector for the # coordinate.

In figure 8] we present pictures of a Trizact ™ belt which is wrapped around a
grinding wheel and a close-up picture of a single Trizact™ abrasive. In grind-
ing, such abrasives are referred to as microreplication abrasives due to their

small-scale, repeating structure on the surface of the grinding wheel. Trizact™
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2.4 ABRASIVE PROFILE

5001m

Figure 8: The left image shows a partially worn Trizact™ belt with pyramid
abrasives. The right image is a close-up view of a single pyramid
abrasive, taken from [23].

0 =Nk, 2 ="Nsk

Figure 9: Tllustration of the TrizactT™ belt showing abrasives with size d, where
abrasive k’s position is characterised by the coordinates 6 = 7y, 2 =
n. k- This pattern of abrasives extends across the whole belt.

abrasive profiles are an example of a structured surface with engineered abra-
sives, where the abrasives and the belt are created to suit particular character-
istic profiles. Pioneering work on the science of manufactured surfaces can be
found in [30].

A typical fine abrasive size for these abrasives is 4 x 10~ m, while the coarsest
size is 7.5 x 107% m. The size is denoted d and refers to both twice the distance
between the apex of the pyramid and the base, and twice the distance between
maxima points of the sides and the centre point of the base. This is illustrated

in figure [9]
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2.4 ABRASIVE PROFILE
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(a) Top-down perspective (b) Three dimensional perspective

Figure 10: Figures (a) and (b) above show an example of a flattened pyramid
structure at different views.

The equation describing each abrasive is given by

d
Ty (0,2) = hy [2 - ( ‘R (0 —npx)cosbr + (2 —n, ) sin b,

+

. d
(Z_nz,k)cos‘gr - R(9 - ngjk)smer o 2’>]7

with the bottom apex coordinates 6 = 1y 1, 2 = 1, ; characterising the position
of abrasive k. The angle 6, € [—%, %) represents the orientation of the abrasive
and R denotes the radius of the grinding wheel. In , hy, denotes a scale factor
which reduces the peak of Tj. For h, = 1, we have the regular Trizact™
pyramid. For h, € [0,1), we have a flattened pyramid structure.

In figure |§|, we illustrate one particular abrasive on a Trizact ™ belt. In figure
, we show an example of equation for a representative TrizactT™ abrasive,

where we have taken the illustrative values R = 1 m,d = 2 x 10~ m, gk =

L.y =2m,0, =g and hy, = 1.
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2.5 CONCLUSION

2.5 CONCLUSION

In this chapter, we have presented the framework that we will use for the flow
during grinding. For the remainder of this thesis, this framework will be used
to investigate the flow during grinding and understand what influences the
transport of grinding fluid.

In the next chapter, the multiscale method that completes the foundation of
this thesis will be introduced. We will then be in a position to begin with the

application of the tools detailed so far.
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MULTISCALE ASYMPTOTIC METHODS

3.1 INTRODUCTION

In this chapter, we look to introduce and apply the method of matched asymp-
totic expansions on the flow during grinding. The aim of this chapter is to
establish the foundations of the multiscale methods which will be used through-
out this thesis, and gain a basic understanding of the flow in the grinding zone.
As such, the problem we consider here will be an idealised one in comparison
to those which we will tackle later in this thesis.

The motivation of this chapter comes from the presence of multiple length
scales in the flow during grinding, over which different flow behaviour is ex-
pected to occur. The largest length scale in the flow is associated with the
transport in the region surrounding the grinding wheel. Examples of flows here
are the entrained air layer surrounding the wheel, responsible for the rejection
of grinding fluid moving into the grinding zone, and the grinding fluid exiting
the nozzle. It is over this length scale that we would expect to see the most
turbulent behaviour present due to the dominant inertia of the flow.

A smaller length scale in the flow is associated with the flow across the
grinding zone. In this thin region, inertial effects are much less relevant in the
flow, with viscous effects driving the flow through the grinding zone.

An even smaller length scale is given by the size of each abrasive on the
grinding wheel. In grinding, the size of the abrasives that is chosen generally

depends on the specific job. The size is specified through the grit size which
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workpiece workpiece
«— «—

Figure 11: Illustration of how the amount of bonding material present in the
grinding wheel, represented by the dark grey colour between abra-
sives, affects the abrasive spacing. As shown in the left image, a
larger abrasive spacing increases the available volume for both grind-
ing fluid and workpiece chips to occupy.

denotes the number of mesh openings per inch through which the abrasives
are sieved before they are bonded together (though other systems also exist for
specifying the size of the abrasives).

A typical finishing operation is characterised by a small depth of cut and
fine abrasives for cutting. A coarser grind (for example, where greater rates
of material removal are required) is characterised by relatively larger depths of
cuts and abrasive sizes. Representative values for the depth of cut and abrasive
size in surface and creep-feed grinding regimes are presented in table

In conjunction with the abrasive size is the abrasive spacing, i.e. the space
available between adjacent abrasives that is not occupied by bonding material
which hold the abrasives together, see figure [[1 The hardness of the grinding
wheel directly correlates with the abrasive spacing, with a larger quantity of
bond material improving the durability of the grinding wheel but reducing the
abrasive spacing. As such, the wheel hardness has an inverse relation with
the available space for grinding fluid to occupy in the grinding zone. The
consequence of this is that increasing the hardness of the wheel reduces the
potential lubricating and cooling effects of the grinding fluid (as well as, for
example, the ability of the grinding fluid to wash away the chips generated
during cutting).
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3.2 PROBLEM FORMULATION

Clearly, there are distinct regions over various scales where the aspects of the
flow are considerably different. Given these small scale features which have an
essential influence on the behaviour of the flow in their respective regions, it
is unreasonable to demand that a single scaled problem is able to capture all
details of the flow. It is therefore necessary to exploit the length scale disparity
such that the predominant effects of the flow in each region are resolved without
rendering the problem unfeasible to solve from a modelling and computational
resources point of view.

In the proceeding sections, we will consider an idealised grinding geometry
where the grinding wheel is separated from the workpiece by a small, non-zero
distance. As we recall from the literature review in Chapter [I] this is the case
that is usually studied in both experimental and theoretical works. In this
simulated grinding scenario, we will separate the flow domain into two separate
regions, the inner and outer domain which are characterised by a (relatively)
small and large length scale, respectively. The inner region corresponds to the
flow around the grinding zone and the outer region corresponds to the large
scale flow around the grinding wheel. The method of matched asymptotic
expansions will then be used in order to derive separate governing equations
for the coupled flows in both domains.

In this chapter, we look to understand what effect the flow far from the grind-
ing zone has on both the amount of grinding fluid reaching the grinding zone
and the transport of the grinding fluid inside the grinding zone. In conjunction
with this, we look to investigate whether the method of asymptotic expansions
can be used in order for us to calculate what the flux through the grinding zone
is. A problem of similar origin to the one studied in this chapter, concerning

the movement of a circle towards a fixed boundary, can be found in [54].

3.2 PROBLEM FORMULATION

A Cartesian coordinate system (x,y) is used to specify the points in the upper

half plane, z € R, y € R>(, with corresponding unit basis vectors e,, e,. The
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3.2 PROBLEM FORMULATION

fluid

€y

. ol
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Figure 12: An illustration of the domain for the problem. The simulated grind-
ing zone is the gap between the grinding wheel and the workpiece.
The size of hy is greatly exaggerated for illustrative purposes.

radius of the grinding wheel is R, with the grinding wheel’s centre, denoted C,,,
lying on x = 0 and bottom-most point at a height y = hy > 0. The grinding
wheel rotates with a tangential speed of V,, in a clockwise direction. The surface

of the grinding wheel is taken to be a smooth circle. The workpiece surface

below the grinding wheel is stationary and assumed smooth and impenetrable.

We model the grinding zone as the gap around x = 0 between the grinding
wheel and the workpiece.

The fluid surrounding the grinding wheel is assumed incompressible with
constant density and viscosity, denoted by p and u, respectively. The no-slip
condition is imposed on the grinding wheel’s surface, specified by the level set
function hy, (z,y) = 0, and workpiece surface whose position is specified by

y = 0. Here,

hy (z,y) = 2> + (y — R— hy)* — R?. (33)
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A constant body force due to gravity acts on the fluid. This is given by f =
—gey, with g = 9.81 m s72. The flow domain is denoted by

Q= {(z,y) e RxRsq: hy (z,y) >0}. (34)

This problem is illustrated in figure [12]

3.3 COMPLETE PROBLEM

The governing equations of the fluid are given by the continuity equation and

Navier-Stokes equations

ou Ov
9 + 87/ =0, (35)

0
p ((;; +u- Vu) = —Vp+ uViu — pge,, (36)

respectively, where u = ue, + ve, is the velocity vector of the fluid and p is
the fluid pressure.

The boundary and far-field conditions are given by

u=V,t on hy, (z,y) =0, (37)
u=20 ony =0, (38)
u—0 as r — + 00, Y — 00, (39)
p—0 as ¥ — + 00, Yy — 00, (40)
where t = t e, + tye, is the unit tangent to hy, (z,y) = 0, with
7”%;{7332 for y > R+ hy,
ty = (41)
_7VR;;1’2 for y < R+ hy,
x
ty = ——. 42
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3.4 METHOD OF MATCHED ASYMPTOTIC EXPANSIONS

Equations and subject to — form a closed system which can

be solved to determine w and p everywhere in the domain. However, aside
from computationally complexity, it will be difficult to resolve the flow in the
grinding zone while simultaneously trying to solve for the flow surrounding the
grinding wheel. Instead, we will exploit this large scale separation using the
method of matched asymptotic expansions. In this way, we will separate the
flow into two regions with distinct flow regimes: a large scale outer region where
inertial effects dominant the flow, and an inner region where viscous forces are

expected to have a larger role in the flow dynamics.

3.4 METHOD OF MATCHED ASYMPTOTIC EXPANSIONS

We begin by nondimensionalising the system —. For this, we take the
characteristic values to be typical values that we expect the variables to take
over the largest scale. In doing so, we remove the dimensional units from the
variables. This allows us to determine the relative significance of individual
terms in the equations by looking at the corresponding nondimensional coef-
ficient of each term. For the problem we are considering in this section, we

introduce the nondimensional variables

u=V,a, (43)
r = Rz, (44)
y = Ry, (45)
p= ﬂﬁ, (46)
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3.4 METHOD OF MATCHED ASYMPTOTIC EXPANSIONS

and the corresponding nondimensional numbers

Re = ‘ﬂ ) (48)

=2 (49)
h

e= 5 (50)

The nondimensional number: Re, known as the Reynolds number, characterises
the relative effect of inertial forces to viscous forces in the flow; Fr, known as
the Froude number, characterises the relative effect of inertial forces to gravi-
tational forces; € characterises the size of the scale separation between the thin
grinding zone and the remaining region surrounding the grinding wheel. A first
approximation for these numbers can be found using data presented in table
and table |2[ in Appendix . For surface grinding, we take hy = 1 X 107° m

from the size of an abrasive and R = 2 x 10~! m, which gives us that
e=5x107°, (51)

For creep-feed grinding, we instead take hy = 5 x 107*mand R =2x10"" m,

giving us
£=25x1073 (52)

Using a value of Re = 1 x 10° and Fr = 2.52 x 10!, we see that for the surface

grinding regime we have that

Re =0 (6_1) : (53)
Fr = O (531) . (54)
For the typical values of a creep-feed grinding regime that we have presented,

and are not true. However, there are innumerable different grinding

fluids used in industry, each with their own distinct rheology. In addition, there
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3.4 METHOD OF MATCHED ASYMPTOTIC EXPANSIONS

can be wide ranges in the radius of the grinding wheel. Thus, it can be expected
that certain creep-feed grinding processes will satisfy and , and we will
assume that these hold for both surface and creep-feed grinding regimes for the
remainder of the thesis.

Substituting in the nondimensional variables -, the nondimensional
form of the system — is then

=0, (5)
or 0y
7 - - R
Re (“ ) 5+ V2a FT‘;ey, (56)
subject to

u=1 on hy, (z,5) =0, (57)

=20 on g =0, (58)

a—0 as T — + 0o, § — 00, (59)

p—0 as T — =+ 00, §j — 00, (60)

where V is the gradient operator with respect to the nondimensionalised coor-

dinates, t = 7,e, + t,e, with

1— 72 for g >1+¢,
L= (61)
1 — 72 for g <1+4e¢,
t_y = -, (62)
and
ho (1,9) =2+ ([ —-1-¢)° - 1. (63)

We observe the presence of the small parameter € in the boundary location
. Simply setting e = 0 yields a contact problem with incompatible boundary
conditions and which cannot both be satisfied. Therefore, we must use
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3.4 METHOD OF MATCHED ASYMPTOTIC EXPANSIONS

S]]

y=0

Figure 13: Illustration of the domain for the outer problem.

the method of matched asymptotic expansions to separate the problem into an
outer and inner region. Typically, we must then solve each problem and match
both solutions in an intermediate, overlap region for the final solution which
holds in the whole domain. However, in our problem we shall see that we do
not need to calculate the solution in the outer problem to be able to find the

solution in the inner region.

3.4.1 Outer Problem

To obtain the outer problem of the system ([55])-(60]), we set ¢ = 0 and consider
leading order terms. Recalling assumptions and , at leading order we

have the outer problem domain
O° = {(2,y) € Rx Rsq : B (7,7) > 0}, (64)

with the equations governing the flow given by the Euler equations

ou 00
i E | 65
a—"f +a-Va=-Vp°, (66)
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3.4 METHOD OF MATCHED ASYMPTOTIC EXPANSIONS

subject to
w-n=0 on h% (z,5) = 0, (67)
w-n=0 on § =0, (68)
u—0 as T — + 00, § — 00, (69)
P’ —0 as T — =+ 00, § — 00. (70)

Here, we have introduced

_ D
0o — L 71
P . (71)

in order to ensure that the leading order advection terms balance with the

leading order pressure gradient and
R (3,9) =2+ ([F-1)" -1 (72)

We note that boundary conditions and are the projections of the
no-slip boundary conditions and , respectively, with the unit normal
vector to the boundary, . These have replaced the no-slip boundary conditions
due to these conditions not being applicable to the Euler equations. The outer

problem’s domain is illustrated in figure [I3]

3.4.2 Inner Problem

To arrive at the inner problem, we begin by stretching the small scale region
around the grinding zone. We introduce a new dimensionless coordinate §*

which is O (1) when 7 is O (¢), i.e.

=€y, (73)
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3.4 METHOD OF MATCHED ASYMPTOTIC EXPANSIONS

A rescaling argument on boundary condition shows that we must also

scale z such that

T = /er". (74)

In order to balance the terms in the continuity equation , the velocity

component ¥ must be scaled as

Sl
Il
o
4

(75)

Although no rescaling is necessary on @, to emphasise that it is the rescaled

problem we are solving we will also introduce

(76)

I
;u

We remark that the grinding region, where the recently defined stretched
variables are O (1), is referred to as the inner region in the context of asymptotic
methods. In contrast, the region surrounding the grinding wheel, where the
unstretched variables are O (1), is referred to as the outer region.

Substituting in the stretched quantities (73 . to equations (55)) and (| .,

we have that

ou* = 0v*
o+ og* 0 (77)
our 0w _ ow*\  opF  O%ur o
ev/eRe (ﬁ o7 P T o ) =5 o2 T o (78)

o _ ov*  _, Ov* 10p*  0%t*  0%*0*
5\/_Re<\/_8 + *5*+v*8g*>:_58y*+83§:*2 97 6\/_F27
(79)
where we have introduced
—%
F (80)
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3.4 METHOD OF MATCHED ASYMPTOTIC EXPANSIONS 43

Figure 14: Illustration of the domain for the inner problem.

in order to balance the pressure gradient with leading order terms. Conditions

and become

i* = —/1—ex* on e + (et —1—¢)? =1, (81)
X = —3* on e 4 (e —1-¢)2 =1, (82)
1" =0 on §* =0, (83)
=0 on 7* =0 (84)

Due to the appearance of /¢ in equations and , and assumptions
and on the nondimensional numbers which give the consequent form
of equation in the outer problem, we consider the asymptotic ansatz

o0
a=Y Ve, q € {a", 0", p"}. (85)
n=0



3.4 METHOD OF MATCHED ASYMPTOTIC EXPANSIONS

Substituting the asymptotic expansion into the system given by —
, —, we get the leading order problem in the inner region

ouy 0
or o =Y (86)
opy  0*ag
= 87
or*  Oy*?’ (87)
opg
@g‘j =0, (83)
subject to
= —1 on §* = = (72 +2) (89)
2 Y
1
—% — % —k ___ —*2
o5 = -1 on § —5(33 —|—2), (90)
ay =0 on §* =0, (91)
o5 =0 on 7* = 0. (92)

An illustration of the inner problem’s domain is shown in figure

3.4.3 Inner Solution

Equations - are the well-known lubrication equations. We are able to
use system — to find a general solution for the pressure distribution in
the inner region. Briefly, we see from that

o = 75 (T7,1) (93)

Then integrating twice with respect to §* and using boundary conditions

and , we get that

2
von__2 () on
2 0% T2 42 8 OT*

uy =7~

(94)
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3.4 METHOD OF MATCHED ASYMPTOTIC EXPANSIONS

This allows us to calculate an expression for the leading order (cross-sectional)

flux through the grinding zone, Q§, as

3(z7°+2) _
L s = ag, (95)

where we have that

3
1 (%2 _ k2 _
/OQ(x +2) — 7249 (x* + 2) opy

using expression (94)).
Finally, integrating with respect to §* and using Leibniz’s rule, the

second fundamental theorem of calculus and boundary conditions and

, we arrive at

o rs(@*+2) .
a:z*/o wydy” = 0. (97)

We can then substitute into to arrive at the well-known Reynolds

equation

0 —%*2 —*2 36}56 _
9 (24;5 + (27 +2) 2] =0 (98)

In order to solve (98), we need additional boundary conditions on p§. We

acquire these from requiring that the inner solution of 7* matches the outer

solution of p° in an intermediate region between the inner and outer regions.

The matching conditions are

lim = lim p°, (99)
T*——o00 Z,§—0~

lim p* = lim p°, (100)
T*—00 Z,5j—01

which correspond to matching in the intermediate region on the left and right

side of the inner region, respectively.
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Figure 15: Plot of the leading order pressure distribution, pj), across the inner
region.

Typically, the general solution in both regions is required in order to use
matching conditions to determine an intermediate solution and thereby partic-
ular solutions to the outer and inner regions. However, assumption (53| with
the outer region pressure scaling and inner region pressure scaling

gives us the leading order matching conditions

. %

Jlim p5 =0, (101)
. %

j}lgnoopo = 0. (102)

Therefore, the matching conditions in the inner region essentially become ho-
mogeneous far-field conditions which close the inner problem without the need

for solving an outer problem.
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3.5 CONCLUSION

Thus, we can integrate twice with respect to Z* and use the matching
conditions (101)) and (102) to determine that the inner region’s leading order

pressure solution is given by

8"

EE (103)

7=
That is, the pressure distribution around the grinding zone is given by (103]).
We are now in a position to determine the leading order flux through the
grinding zone. Differentiating (103)) with respect to Z* and substituting the
result into expression , we have that

Liz*242 9
/02( )ugdg* == (104)

Therefore, tells us that the outer region only experiences a flux of —%6
into the grinding zone. Hence, at leading order in the outer region, there is no
flow into the grinding zone.

In figure we plot the leading order pressure distribution, pj, across the
inner region for T* € [—2 x 101, 2 x 101}. We observe that the solution for py

is an odd function which has a zero at £* = 0 with the peak given by

i ( ;) -8 (105

3.5 CONCLUSION

In this chapter, we have applied the method of matched asymptotic expansions
to the simple case of a spinning grinding wheel above a flat workpiece. This
corresponds to the case of simulated grinding which is frequently studied in
the literature. By taking the separation distance between the grinding wheel
and workpiece as the typical size of an abrasive, we estimated the value of the

nondimensional parameter ¢, defined by , in surface and creep-feed grinding
regimes, given by and , respectively.
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3.5 CONCLUSION

We found that at small separation distances between the grinding wheel and
workpiece, the leading order flow near the grinding zone, i.e. the inner region
flow, can be solved without needing to solve for the flow far from the grinding
zone, i.e. the outer region flow. Additionally, no artificial or empirical boundary
conditions needed to be enforced to solve for the flow near the grinding zone.

Using the inner region solution , we were able to calculate that the flux
through the grinding zone is —%. This is shown in . Due to the stretching
of the inner region, at leading order the outer problem experiences no flux into
the grinding zone. Unless the grinding fluid nozzle is placed within a small /¢
distance from the grinding zone, the problem of solving for the leading order
flow in the grinding zone using the method of matched asymptotic expansions

is the same whether or not a nozzle is included in the problem: it suffices to

only consider a fully flooded regime without a nozzle ejecting grinding fluid.

We remark that placing the nozzle within a /e distance to the grinding zone

is not physically possible, see figure || regarding the impracticality of this.
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TRANSPORT OF GRINDING FLUID INTO THE
GRINDING ZONE

4.1 INTRODUCTION

Throughout the physical world, multiscale problems are ubiquitous. A familiar
example of this would be the multiple temporal scales during the propagation
of gravity and capillary waves on deep water [42]. While some multiscale flows
demand only an increase in computational cost when solving the governing
equations, for example, when resolving turbulent structures at the Kolmogorov
scale [71], others can require different modelling approaches. One such example
of the latter is flows where the continuum limit is no longer uniformly valid.
Consider, for instance, in a Couette flow where the near-wall flow is affected
by micro- and nano-scale wall structures. One approach could be to describe
the flow in the near-wall region by molecular dynamics, while the remaining
flow is described under the continuum limit and coupling conditions link the
flows over these two scales [66]. However, there are a variety of possible other
techniques which can be used to deal with multiscale problems such as this.
In this chapter, we will build on the work from Chapter [3| by applying the
same multiscale method to a geometry where curvature is present in the work-
piece due to the depth of cut, d.. We introduce this curvature to model the
curved channel that appears in the workpiece while grinding. During our initial

study of this flow, two nondimensional numbers will appear which characterise
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4.1 INTRODUCTION

the geometry of the flow domain. One of these numbers, ¢, was discussed during

Chapter |3l As we recall, for a typical surface grinding regime we have that
e=5x107°, (106)
while for a creep-feed grinding regime
£=25x1073 (107)
The other number is

de
== 108
Fy R? ( )

where d. is the depth of cut and R is the radius of the grinding wheel. This
characterises the ratio between the thickness of the layer being removed from
the workpiece and the size of the grinding wheel. Using table [1| with R =
2 x 107! m, we see that v = 1 x 1074 in surface grinding and v = 1.2 x 1072

in creep-feed grinding. Hence, we have that
i
- =2, 109
- (109)
in surface grinding,
g
— =438, 110
- (10)
in creep-feed grinding, and we will assume that

g = 0(1) (111)

in both the grinding regimes that we consider. We will denote the ratio of these

nondimensional numbers by

§=_"L. (112)
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4.1 INTRODUCTION

Further on in this chapter, we will consider the slip boundary condition from
Section [2.3|which introduces another parameter into the flow, the slip coefficient,
3, and the associated slip length, 5 = Su. Here, p is the dynamic viscosity of
the fluid. We will see that the nondimensional number

5 = (113)

B
eR
is important in the flow as it characterises the effect of slip on the flow. With
the approximation from that 5 = 1 x 10~% m, the value of R=2x10"' m

from table 1| and values of ¢ from ((106)) for surface grinding and ((107)) for creep-

feed grinding, we calculate that

*=1x1073 (114)

o

for surface grinding and
Br=2x107" (115)

for creep-feed grinding. However, we remark that the value for the slip length
is an estimate and there are multiple physical processes in grinding for which
the modelling of could involve taking much larger slip length. Although these
processes are outside the scope of this thesis, we will include slip effects on the

leading order flow by assuming that
FF=0(1). (116)

The aim of this chapter is to understand how the flux through the grinding
zone is affected by the parameters that arise in a more realistic geometry than
the planar workpiece studied in Chapter [3] The nondimensionalisation and
inner region stretching will follow Chapter [3] We will primarily focus on the
region near the grinding zone. As we recall, the flow there can be solved without

requiring the solution to the large scale, outer region flow. To that end, we will
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4.2 PROBLEM FORMULATION

Figure 16: Illustration of introduced quantities in our problem setup.

still require the matching condition results (101 and (102). We will consider
the grinding wheel to be fully submerged in a single-phase fluid. We will not
consider the nozzle which ejects grinding fluid here, as we saw in the previous

chapter that it has no effect on the flow inside the grinding zone.

4.2 PROBLEM FORMULATION

In this section we introduce our problem. We first set up our two dimensional
coordinate system. We take the origin O to be the point on the workpiece lying
directly below the centre of the grinding wheel, denoted by C,,. Points in the
domain are specified using a Cartesian coordinate system (z,y). The grinding
wheel rotates in a clockwise direction with speed V,, and we assume that the
workpiece has zero VelocityEI. We take the grinding wheel to be represented by
a circle with radius R and lying above the workpiece by a distance hy > 0. We
take the workpiece surface to be a smooth curved surface along the region of

contact, i.e. the grinding zone, and a planar surface lying at y = d. and y =0

This assumption follows from the situation in most grinding applications where the magnitude
of the workpiece’s velocity is much less than that of the wheel.

52



4.2 PROBLEM FORMULATION

to the left and right of the grinding zone, respectively. Here, d. > 0 represents
the workpiece’s depth of cut with the physical assumption d. < R+ hy.

We denote the surface of the workpiece by hi (). The grinding wheel’s
surface is given by the level set function hy, (z,y) = 0, with the height of the
bottom half of the grinding wheel denoted by ho (). These expressions are

given by
0 for x > 0,
h (z) = R+hg—\/(R+hg)2—x2 for z € (2,0), (117)
d. for x < zp,
by (w) = R+ hy —\/R2 a2, (118)
he (2,y) = 2+ (y — R— hy)® — R%. (119)

Here, z;, denotes the z coordinate at the grinding zone exit, given by

2
xLz—(R+hg)J1—<1—Richg> : (120)

We suppose that there is an incompressible fluid in the domain surrounding
the grinding wheel. The fluid has constant density and viscosity, denoted by p
and p, respectively. The flow domain is denoted () and is given by

3
o=, (121)
1=1
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where

O = {(z,y) : x>0, y € (0,) U (yr,0), hw(z,y) >0}

(122)
U{(z,y) 1220, y € [yp, 4], hwo (w,y) >0},
Oy = {(z,y) 12 € (21,0), y € (h1(2),ha(x) )}, (123)
Q3 = {(z,9) 12 <, y € (de; ) U (y1,00) , Do (,9) > 0}
U{(z,y) 1z <z, y € [y, ] s Do (z,y) > 0} (124)

U{(z,y): 2 € (21,0), y >y, ho (z,y) > 0},

represents the flow domain to the right of the grinding zone, the grinding zone

and left of the grinding zone, respectively. Here,

yp = R+ hy —/R? — 2%, (125)
yt = R+ hg+ /R* — 27. (126)

Based on the work in Chapter[3] the effect of body forces on the flow is assumed

negligible. An illustration of the problem setup is shown in figure

4.3 COMPLETE PROBLEM AND ASYMPTOTIC REDUCTION

The governing system of the fluid is similar to Section [3.3] Specifically, we are

looking to solve the equations
ou Ov
42 =9 127

p (C(?;; +u- Vu) = —Vp + uViu, (128)
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4.3 COMPLETE PROBLEM AND ASYMPTOTIC REDUCTION

subject to

u=V,t on hy, (z,y) =0,

u=0 ony = hy(z),
u— 0 as r — + 00, Yy — 00,
p—0 as r — * 00, Yy — 00,

where t = t e, + tye, is the unit tangent to hy, (z,y) = 0, with

- 7vR;§x2 for y > R+ hy,
y =

_7VR;;$2 for y < R+ hy,
LT

Following Section [3.4] we introduce the nondimensional variables

u = V,u,
r = Rz,
y = Ry,

W
p_ R )
T
=k

The nondimensional system is then given as

on 00
ox oy

Re (- +fa-7a> = —Vp+ Via,

(133)

(134)

(135)
(136)
(137)

(138)

(139)

(140)

(141)
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4.3 COMPLETE PROBLEM AND ASYMPTOTIC REDUCTION

subject to
u=1 on hy, (z,7) =0,
=0 on § = hy (%),
a4 — 0 as T — + oo, Y — 00,
p—0 as T — =+ oo, i — 00,

where t = t,e, + {,e, with

V1 — 72 for j>1+e¢,
—V1-z2 fory <1+¢,

(146)

(147)

and V is the gradient operator with respect to the nondimensionalised coordi-

nates.

The nondimensional forms of the boundary locations (117))-(120) are given

:zL:—(1+e)\/1—<1—118)2,

where we recall the definition of ~ from ((108)) as

’}/:

| &

for z > 0,
for 7 € (z1,0),

for z < 7p,

(148)

(149)

(150)

(151)

(152)
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As before, the presence of the small parameter ¢ in the boundary locations
(148)-(151)) motivates us to introduce variables which stretch the small scale
grinding region. A variable rescaling argument leads us to introduce the O(1)

stretched variables, denoted by superscript %, as

153

(153)
g=ey, (154)
(155)
(156)

156
p‘k

P=C7
We can then substitute (153))-(157)) into (140)-(151)) and consider leading order

terms to arrive at the closed governing system for the flow in the inner region,

(157)

i.e.
ou*  Ov*
=0 158
oT* = Oy* ’ (158)
ap* 82 —%
= — 159
or*  oyr?’ (159)
op*
=0 160
8@* ) ( )
subject to
= -1 on §* = hj; (z*), (161)
=7 ongt =y (), (162)
=0 on 7 = hj (%), (163)
7" =0 on §* = hi (), (164)
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4.4 LEADING ORDER ANALYTICAL SOLUTION

with the matching conditions

lim p* =0, (165)
T*——00
lim p* = 0. (166)
T*—00
Here,
0 for z* > 0,
() = (22 for 7* € (%,0), (167)
5 for z* < 77,
- 1
* =%\ __ —*2
2(;(;)_5(:5 +2), (168)
75 = —V/26, (169)

where ¢ is defined by (112) and 7 = O (1) due to assumption (111). The

reader is referred back to Section for a more detailed derivation of system

(T3 (D).

4.4 LEADING ORDER ANALYTICAL SOLUTION

The procedure for solving system ([158))-(166|) is similar to that presented in
Section However, technicalities arise due to the varying workpiece height,
7, and the solution p* must now be patched at z* = 77,0 in order to ensure

continuity of pressure between the three regions

Or = {(g‘c*,g*) T >0, g€ ( S (72 ))} (170)
Q5 = {(:7:*,37*) L T € (73,0), (“;22 ;(x*2+2)>} (171)
05 = {(@ ) : 7 <31, g (5 > ( +2))}. (172)

@l
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4.4 LEADING ORDER ANALYTICAL SOLUTION

To begin, we denote variables belonging to domain QF,i = 1,2, 3, by sub-
script 4, e.g. @}, and we solve (158])-(166|) individually in each domain. Fol-
lowing Section [3.4] we arrive at three separate solutions for the z velocity

component

spr (2 +2) (2 -20* +2) 7" dpy

N=—ip2is 472 1 8 Az’ (173)
. 72 2" .\ (53*2 _ 23]*) (E*Q — 2 + 2) d}?ﬁ, -
2 8 dz*
S 2 (7% — 6) - [j*Q +2(1 —ﬂ*)] {ja& +2(1 —ﬂ*)] (7" — 6) dps
3T 2 42(1-0) A2 +2(1-0)] 1
(175)

Integrating (158)) in all three regions Q)F,i = 1,2, 3 with respect to §* between

ht and h3 and using Leibniz’s rule, we find that

d )
/}_l 2 kgt = 0. (176)

dz* Jhx(z*)

We can immediately integrate (L76]) and use conservation of mass to get that
h3(z%) ~
f 2 gyt = QF, (177)

where Q* is a constant representing the flux.

The cross-sectional flux appearing in (177 for each domain can be found
from expressions ((173)-(175)) and is given by

3
B ™42 (77+2) ap;
urdy* = — — : 178
J; @y 1Y 1 06 dz*’ (178)
BE) 1 1 dps
O .
/hm*) ey 2 12dz*’ (179)
_ _ 3
/h;w)a* ol _EH2(1-6) (72 +2(1-0)] ap (150)
i) o 4 96 dz*

We observe that expressions (178)-(180)) indicate that the flux, Q*, can be

decomposed into two components: one due to flow driven by the shearing of
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4.4 LEADING ORDER ANALYTICAL SOLUTION

the grinding wheel, denoted Q¥, and another due to flow driven by the pressure

gradient, denoted QI*, Thus, we have that

_ 242
Q;,l - 4 )
3
2 _

O, = — (JJ* + 2) dpy

Pl 96  dz*’
_ 1
Q§,2 = Ty
_ 1 dps

* P —
@2 = "5z

_ 72 4+2(1-9)
Q:,3 - - 4 )

—*2 _

o 4205 ap

p3 96 dz*

We note that ((181]) can be rearranged as

i1
Q* iy
ar, +1

(181)

(182)

(183)
(184)
(185)

(186)

(187)

(188)

which we will use later on to determine the contribution of each flux component

to the flux.

Due to the 7*? + 2 (1 —§) factor in (180)), there are three cases we must

consider before solving for p3. The three cases are

0<d<1l,
0=1,

o> 1.

(189)
(190)
(191)
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4.4 LEADING ORDER ANALYTICAL SOLUTION

4.4.1 Solution for0 <6 <1

Using expressions ((178))-(180]), we can determine that * in each region is given

—— _; ~% 7+2 2 an ! i*
= 2 (j*Q + 2)2 (3\/§ (3Q + 2) ( + 2) ¢ (ﬂ) T (192)
o [(60° +2) 77+ (00" +0)] ) + 1,
Py =—6(2Q"+1)7" + (3, (193)
L3 T
. <1—6>2<[5c*2+2<1—6>12[
[3Q*+2(1—8)] 72 +2[5Q* +2(1-4)] (1 —5)% (194)

tan—! z-
m) o -
+ T 30 +2(1 5)])+03.
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4.4 LEADING ORDER ANALYTICAL SOLUTION

In order to solve for the constants C*,i = 1,2,3, and Q* we must use the
matching conditions (165 and ((166) along with a continuity requirement of p*

at ¥ = z7,0. Doing so, we find that

Cf =05 =

37216 (6 tan~1 (\/g) A\ /45(1-0) (5—25)—37r)

6+ 4(1—5)(37r[1—5(2—5)]+16\/5_5—28\/5_3+6\/3)_12tan_l(\/%),
(

195)
5 =
B 3275 (37+16/5)
67+ 4(1—5)(37T[1—5(2—5)]+16\/5_5—28x/6_3+6x/3)—12tan*l(\/%)’
(196)
Q=

8(1—5)tan_1< %)—M(l—a)—z 4(1-6) (m[1-6(2-0)]+4V 55 —6V63+2V/5)
6+ 4(1—6)(37r[1—5(2—5)]—1—16\/(5»5—28\/(5»3—1—6\/3)—12tan_1<\/%>

(197)
4.4.2  Solution for 6 =1
In the case of § = 1, p3 takes the simpler form
P = WJFC@, (198)

with p7 and p3 given by (192)) and (193)), respectively. In this case, the constants

are now given by

_ - 827
CrFr=Cr= """ 199
1 27 sr+32 (199)
% =0, (200)
0 — 307 + 160 (201)

457 + 288"
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4.4.3  Solution for 6 > 1

For § > 1, we note that

> 1 (202)

J2(0-1)

for z* < 27. We can find the expression for p3 to be

L3 i+
3= ®—1f<mﬂ—2®—&ﬂ4
[3Q* —2 (0 —1)] 72 —2[5Q* —2(6 — 1)] (5—1)]+
coth™! ( 2?;4))

I B 201+

(203)

with g} and 5 given by (192)) and (193)), respectively. The constants are now

given by
Cr = ¢y =
3v2nd (/A5(1-5) (5-20)~6 coth ™ (1557 ))
67-++/4(1-0) (3m[1-6(2-6)]+16V§5~28V/53+61/5 ) +12 coth ! (\/%) ’

cr =0,
o =
8((5—1)coth_1(\/g)—2 1(0—1) (w[1-6(2—6)]+4v/55—6v/53+2V/5)
4(0—1) (37[1-8(2—0)]+16v/55—28V/53+61/5 ) +12 coth ™! (\/%) '
(206)
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Figure 17: Plot of the pressure distribution, p*, along the inner region. The
legend corresponds to the value of § in the no-slip regime.

4.4.4 Solution Discussion

Focusing on the pressure solutions ({192))-(194)), (198)) and (203]), we observe that

for all three cases of 0, the forms of p7 and p5 are the same. In particular, py is

given by the sum of a rational polynomial and an inverse trigonometric term.

In the grinding zone, )3, p5 is given by a linear polynomial. However, the form
of p3 varies depending on which  regime we are in and is given by: the sum
of a rational polynomial and an inverse trigonometric term for 0 < § < 1; a
rational polynomial for § = 1; the sum of a rational polynomial and an inverse
hyperbolic function for § > 1.

In figure [I7, we plot the value of the pressure solution p* for five different
representative values of §. We observe that near § = 0, i.e. a smaller depth of
cut than spacing between the grinding wheel and the workpiece, p* is almost

symmetrical around z* = 0. The problem studied in Chapter [3| corresponds to

64



4.4 LEADING ORDER ANALYTICAL SOLUTION

9 = 0, so it is unsurprising that for small §, p* looks similar to solution (103])
from that chapter. In fact, it is possible to calculate that

lim 7* (z* = 0) = 0, (207)
6—0

as we would expect.

As ¢ increases, i.e. increasing the depth of cut with respect to the spacing
between the grinding wheel and the workpiece, p* becomes increasing asym-
metrical, with a larger peak appearing near * = 0 and a shallower trough
at ¥ = 77. Additionally, the point of zero pressure is shifted away from the
entrance of the grinding zone, z* = 0, and towards the exit of the grinding

zone, ¥ = 7} . Going further, we can show that

>
lim 7* (z* = 0) = 3v2n

0—00 8

(208)

gives the maximum pressure in the inner region across all regimes, and that
lim p* (z* =77) =0, (209)
0—00

supporting the observations from the solution plots.

In figure , we plot the pressure derivative ggi across the inner region for
various values of 9. We recall from expression that the pressure derivative
along with the shearing of the grinding wheel drives fluid through the grinding
zone. As we would expect based on the pressure plots in figure an increase
in ¢ results in a larger region of constant pressure derivative due to the cor-
responding increase in the length of the grinding zone. However, despite the
pressure peak increasing with §, there is a decrease in the constant pressure
derivative value across the grinding zone.

In figure , we plot the flux Q* as a function of §. We see limiting behaviours
as 6 — 0 and 6 — oo, with the maximum flux (in magnitude) given by

- 2
lim Q% = —= 21
611%62 37 (210)
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Figure 18: Plot of the pressure derivative, %, along the inner region. The
legend corresponds to the value of ¢ in the no-slip regime.

as we had in from (104) in Chapter [3| and the minimum flux (in magnitude)
given by

_ 1
lim Q"= —. (211)

Furthermore, in figures and we plot the flux components due to pres-
sure gradient, Q]*,, and shear effects, Q%, and the flux component fraction, %,
respectively. We recall that Q% + Q5 = Q*.

Far from the grinding zone, i.e. regions Qf and O, on the scale of the
flux components there appears to be an equal but opposite contribution to the
flux from components due to the pressure gradient and shear effects. However,
recalling figure , there is an O (1) difference in the flux components present
throughout the flow domain.

As the grinding zone is approached, shear effects begin to have a larger
contribution to the flow. In the grinding zone, i.e. region ()5, we can observe

that there is a greater influence of the pressure gradient on the flux for smaller

values of 9. As 0 — oo, this influence seems to be become negligible, with shear
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Figure 19: Plot of the flow rate, Q*, as a function of 4.

effects dominating the transport of the grinding fluid in the grinding zone. This
can be shown directly from the pressure solution via the limit
o) 1dps
lim Q_f’Q = lim — ]fi
d—00 Q5o 00 6dT

= 0. (212)

We can also show that the maximum flux component fraction in the grinding

zone across all values of § is given by

lim <22 = = (213)

Using (|188)) and (213]), we can deduce that across all regimes the flow due to
the pressure gradient across the grinding zone only accounts for at most 25%
of the flux, with the flow due to the shearing of the grinding wheel causing the

remaining majority of the flux.
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Figure 20: Plot of the flux components, Q;‘, and Q?, along the inner region. The
dashed line represents the value of Q; while the solid line represents
the value of Q5. The legend corresponds to the value of § in the no-
slip regime. There is significant overlap of the lines corresponding
tod =1x10"2,1x 1071, 1.

Recalling the estimations (109) and (110) of ¢ for surface and creep-feed

grinding, respectively, we can calculate that in the grinding zone for § = 2,

Yk
P2 -

=02~ 143 x 1071, (214)
s,2

and for 0 = 4.8,

’ 2
Pz o -2
S

This gives us that for § = 2

*

P2 102 &~ 1.3 x 101,

Q*

- (216)

*
52 5 10% ~ 8.7 x 10,

Q*
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Figure 21: Plot of the flux component fraction, %, along the inner region. The

legend corresponds to the value of § in the no-slip regime.

and for § = 4.8
Nk
p,2
Q*

*
s,2

Q*

x 102 ~ 9,

(217)

x 102 ~ 9.1 x 10,

Therefore, from we have that for surface grinding regimes, around 13% of
the flux is caused by the pressure gradient and the remaining majority of 87%
is caused by the shearing of the grinding wheel. Meanwhile, from we have
that for creep-feeding grinding regimes there is an even larger influence of the
shearing of the grinding wheel on the flux, with 9% of the flux caused by the
pressure gradient and the remaining majority of 91% caused by the shearing
of the grinding wheel. We note that this argument does not hold outside the
> ‘Q*‘ and ‘Q’gﬂ > ‘Q*‘ for « = 1,3. Thus, (|188) does

not represent the fraction of the flux attributable to shear effects for i = 1, 3.

grinding zone, as ‘Q;Z

69



4.5 PROBLEM FORMULATION WITH SLIP

4.5 PROBLEM FORMULATION WITH SLIP

In this section, we extend the problem in Section to include slip at the

surface of the grinding wheel and the workpiece. Recalling Section where

the slip condition was introduced, the problem we now have is

ou, o0,
oxr oy
p(aa’l;-ku-v'u/) = —Vp + puViu,

subject to

u—Vyt=20n-E(u)- (I—nn) on hy, (z,y) =0,
u=20n-E(u)-(I—nn) ony=h(z),
u—0 as r — + 00, Yy — 00,

p—0 as r — * oo, Yy — 00,

where t = t,e, +t,e, is a unit tangent to hy, (z,y) = 0 with

L YR = for y > R+ hy,
=

_7vR;j"52 for y < R+ hy,
LT
y R’

n = nze; + nye, denotes the inward pointing unit normal, given by

x
nx:_ﬁv
_— —7VR;T"”2 for y > R+ hy,
y =

7“‘3;;552 for y < R+ hy,

(218)

(219)

(224)

(225)

(226)

(227)
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on hy (z,y) = 0 and

ng =0 for x > 0, (228)

ny =1 for x > 0, (229)

Ny = _Rihg for z € (21,0), (230)
V(R+hy)? — a2

n, 0 +9hg for x € (21,0), (231)

ng =0 for x < xp, (232)

ny =1 for x < xp, (233)

0 for x > 0,
hi (z) = R+hg—\/(R+hg)2—x2 for v € (z1,0),  (234)
de for x < xy,
hy () = R+ hy — /B2 — 22, (235)
ho (2,y) = 2%+ (y = R—hy)* = R?, (236)
2
vp = — (R4 hy)y1— [1- % (237)
t g R+hy)

As the geometry of this problem is the same as in Section [£.3] the nondimen-

sionalisation and consequent stretching of variables in the inner region is the
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same. The nondimensional, stretched variables in the inner region are therefore

given by

y = eRy", 241
V.
p= ;i@;Q_*’ (242)
t= ‘Ijt_. (243)
w

As we did in Section [£.3] we will separate the stretched inner region into three
domains, Q)F,i = 1,2, 3, and denote variables which belong to Q¥ by subscript
i, e.g. @}. The domains Qf,i = 1,2,3, are given by —, respectively.

Compared to the no-slip case, we have an extra parameter 3 in the problem
due to the slip condition. Substituting in the variables given by —,
we find that at leading order the slip condition becomes

N ]

1= _ﬁz ggi on §* = kb (), (244)
R ]

L N o) (245)
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for i = 1,2,3, and (221]) becomes

= j?g? on §* =Ry (z¥), " >0,

77 =0 on §* =Ry (z¥), ¥ >0,
B lpom gt =), 3 € (0.
5 = 5%-*‘;;‘% on §* = B (7%), 7 € (3%,0) .
mo ol ar =k, @<,

75 =0 on §* = hy (), 7° < 7},

(246)
(247)
(248)
(249)
(250)

(251)

The expressions for 1}, h3 and z% are as before, and are given by (167)), (168)

and ((169)), respectively.

In order to account for the effects of slip on the leading order flow, we will

introduce the nondimensional, stretched slip length
W D
g -
/8 - 8R )
with assumption 1} that 5* =0 (1).

4.6 LEADING ORDER ANALYTICAL SOLUTIONS WITH SLIP

(252)

The nondimensional equations governing the flow in the inner region are given

by
ou;y  0vF
=0
oz* + oy* ’
op;  0%ur
ai'* _ 8@*2’
OD*

7

oy ’

(253)
(254)

(255)
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for (z,y) € QF, subject to the boundary conditions

=, OUr -
ﬂ;—i—lz—ﬁ*agi on j*=nh
=, _, 0ur -
BAE = pE ongt =
for 7 =1,2,3, and
=, Ouf _
a’{:ﬁ*a_i on 7* = B} (z¥), 7*
Y
77 =0 on §* = hy (z), &
= 0u} -
agzﬁ*a_f on §* = b} (z*), 7*
)
=, Ou} -
_,2.( — B*j*a-i on g* — hv{ i’*), 7*
Y
=~ Ouk _
a’g:ﬁ*a_f on 7* = by (z¥), T
Y
75 =0 on §* = hy (z), "
with matching conditions
_lim p3 =0,
T*——00
lim p} =0,
T*—00
and continuity conditions
P = D5 at ¥ =0,
P> = D3 at T° = 77,

(256)

(257)

(258)
(259)

(260)
(261)
(262)

(263)

(264)

(265)

(266)
(267)
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where
0 for 7% > 0,
hi(z%) = (22 for 7* € (75,0 | (268)
5 for #* < 77,
_ 1
B (14) = 5 (7 +2), (269)

75 = —V20. (270)

Following the same procedure as in Section 4.4 we can derive the expressions

for the flux in all three regions to be

_ B 271
ey 4 96 a2

/ﬁ;(z*) L %2 49 [iﬁ +2 (1 + 65*)] (:E*2 + 2)2 dpy

o 1 1465 dps
/ﬂﬁ)ugyh:_Q_ mﬁcéi (272)
/55('*) e TP 42(1-0)
R* (z*) U3y 4 (273)
(72 +2(1+68—0)] [#2+2(1- 5)}2 A

96 dz*’

where we can again separate the flux in region ()7 into two components, a flux
component due to shear, Q% ;, and a flux component due to pressure gradient,
)

Yk

v 1€

h3(z") - - i,
Jiripey T = QL+ Q=@ (274
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with
o= 279
Q5 = - (72 +2(1+ (;é*)} (22 + 2)2 jﬁf | -
Qta=y (217)
Qpo= = +1265 i g? (278)
Q;S:_:z*2+24(1—5), (279)
Qhy = — [fﬂ +2 (1 + 60 _956)} [53'*2 +2(1- 5)]2 g;;;*, (280)

Comparing expressions — to those with the no-slip boundary con-
dition —, we can see that slip manifests itself in the flux component
due to the pressure gradient. Meanwhile, the shear component is given by the
same expression as in the no-slip case.

For brevity, we will skip some details of the derivation for the pressure so-
lution as it is similar to the no-slip case in Section . Briefly, when is
integrated with respect to §* in each domain and — are substituted in,
we can observe that there are now five (compared to the previous three) differ-
ent regimes for § we must consider in order to integrate the pressure derivative.

These are

0<o<1, (281)
§=1, (282)
1<6<1+65" (283)
§=1+60", (284)
§>1+65" (285)

In each case, the expressions for the flux, Q*, and the constants of integration,

C%,C5,C%, are far too arduous to both present and attempt to understand.
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Hence, we will only show the expression for the pressure solution. However, we
will present plots of the flux in each regime in order to understand how the

parameters affect the flux through the grinding zone.

4.6.1  Solution for 0 < 6 < 1

In this case, the expression for 7* in each region is given by

> — _ )9 Q*—Sé* —*2+2 tan L _
b1 { ( )(m ) an —2 (1+65*>

/§ < (35" (1+ @) - Q) (772 +2) tan™! (35) (286)
+60°Q"z )}/ *2 2 ( 1+66*) (#?+2)

+Cf,
6(1+20%) 7* ~
P G LA (287)
1+ 63*

p3——2{ 2(1-0) (1-0) (Q*—33%) (72 +2[1-1])

+\/2(1+6B—5)<

1 T*

\/2(1—1—65—5)

X tan

=~ =~ = — €T

(72 +2[1-0]) (5(Q" - 35") +35"(1+Q") — Q") tan”! (

/35*2 8)/2(1—6 \/2 (1468 —0) (z*2 +2[1-0])

Vel
(288)

7
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4.6.2  Solution for 6 =1

In this case, p}, p5 are given by (286)), (287)), respectively, and

V3 (Q* = 3B3) 7* tan™ (2 fﬂ) +6Q"\ 32*? — 61/ 33 (332 + 4Q)

9 5*5 i‘*3

—%

p3 =

+ L.
(289)

4.6.3 Solution for 1 <6 < 1 +6§*

For1<d< 1+ 65;*, we note that

J2(6—1) =

for z* < 77 . In this case, p}, p5 are given by (286)), (287)), respectively, and

pgz—z{ 2(6—1)(6— B _2[5_1])
X tan~ +/2 (146 -
\/2 (1465 - ) \/ )<
(z% —2[ -1 —33) +35 (1+Q") - Q") (200)

x coth™ (2(5_1)) 307°Q*\/2 (6 — ):E*)}
/35*2 1)4/2 (6 —1 \/2 1463+ —0) (72— 2[5 — 1))

+ L.
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4.6.4  Solution for 6 =1+ 65*

For § =1+ 66;*, we note that

j*

35+

> 1

for z* < 77 . In this case, 7, p5 are given by (286]), (287)), respectively, and
: :{6@ Bt 1123 (120 — [ +407)

VB (08— 2F) 7 (72— 127°) coth”! ( ) }
2

35+
/ 6\ 3oz (128* — %)

+CL.

(291)

4.6.5 Solution for § > 1+6§*

For § > 1+ 65;*, we note that

J2(0-1) 1

> 1

\/2 1+ﬁ*]
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for z* < 77 . In this case, p7, p5 are given by (286]), (287)), respectively, and

pgzz{ 2(0-1) (6 1) (Q*—33*) [#*2—2(5 - 1)]

(72 —2(0-1)] (6 (Q*—35) +35 1+ Q") — @*) (202)
X coth ( 6D —35*Q"\/2 (6 — 1)&*) }
/35*2(5 1)\/2(5—1)\/2 b (1+89)][#2 -2 -1)]

+C3.

4.6.6 Slip Solution Discussion

Looking at the expressions for the pressure solution given by —, we
observe similarities with the pressure solution in the no-slip case given by —
, and . Specifically, the solutions comprise of a mixture of ra-
tional polynomials with inverse trigonometric and inverse hyperbolic functions.
The pressure in the grinding zone, p5, is still given by a linear polynomial.

In figure we plot the pressure solution across the inner region, p*, for
various values of § and B*. For each value of § shown, the solution converges to
the no-slip solution, represented by the red dotted line, in the limit é* — 0. In
contrast, the graphs suggest that as 5* increases, the magnitude of the pressure
solution decreases at every point in the inner region and eventually in the limit
5* — 00, p* — 0. This can be verified by taking the limit as é* — oo of p* in

each of the five regimes (281))-(285]), where we see that

lim p* = 0. (293)

B*%oo
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Figure 22: Plot of the pressure distribution, p*, along the inner region for dif-
ferent values of §, shown in the title. The legend corresponds to the

value of 3* in the slip regime.

In figure we plot the derivative of the pressure solution, %, for various
values of § and 5*. We observe the same behaviour of the pressure derivative
across all values of  with regard to changing 5*. Namely, as B* increases, the
magnitude of the pressure derivative decreases at every point. Similarly, we
can show that in each regime

dp*

lim = 0. (294)

B*—)OO dz*

In figure , we plot the flux, Q*, as a function of & for various values of

B*. We immediately observe that for increasing 3* there is an increase in Q*,
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Figure 23: Plot of the pressure distribution, 7=, along the inner region for
different values of d, shown in the title. The legend corresponds to
the value of 3* in the slip regime.

despite figure showing a decrease in the pressure derivative. Additionally,
we can show that the maximum flux across all regimes is given by
_%ig% QF =1, (295)
p*—ro0
which occurs when there is full slip at both surfaces with a much smaller depth
of cut in the workpiece relative to the separation distance between the grinding
wheel and the workpiece.

In figure we plot the fraction of the flux component due to pressure
gradient, 5, and shear effects, QF. Focusing on the grinding zone domain, we
see from the graphs that increasing 5* leads to an increase in Q;Q relative to
Q;Q. This is surprising given the observations of figure . However, we recall
from the fluxes given by — that in the slip regime there is a factor
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Figure 24: Plot of the flow rate, Q*, as a function of 6. The legend corresponds
to the value of 5* in the slip regime.

in the coefficient of the pressure derivative which involves 5*. This tends to

infinity as B* — 00, balancing the pressure derivative as it tends to 0.

. . Q
We can calculate a simplified expression for <22 as
s,2

*
72 —_— S
G == (14207, (296)
S?

using (272)) and (287)). Expression (296|) highlights the constant flux component
fraction in the grinding zone, and using (188)) we can calculate the fraction of
the flux that is attributable to shear effects. In figure , we plot this as Q:

Q*
against z* in the grinding zone, i.e. * € (77,0). In figure , we similarly plot
the fraction of the flux that is attributable to the pressure gradient, %

As we see from the plots, it is only in the small-¢, high—é* regime where there

is an equal contribution to the flux from both pressure gradient and shear effects.

Outside of this regime, the flow is predominantly driven by the shearing of the
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Figure 25: Plot of the flow rate fraction, Ot along the inner region for different
values of 0, shown in the title. The legend corresponds to the value
of B* in the slip regime.

grinding wheel. To support this, let us consider our typical surface grinding

regime with

d =2,
. (297)
f*=1x1073,
and creep-feed grinding regime with
5 =428,
(298)
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Figure 26: Plot of the fraction of flux attributable to shear effects, %, along
the grinding zone for different values of ¢, shown in the title. The
legend corresponds to the value of B* in the slip regime.

where we have used the values presented in Section[f.1] As we did in Subsection

.44 we can calculate that

Nk

2 -1
_22 ~ 1.44 x 10 (299)
S?

for the surface grinding regime characterised by (297)), and

Nk
Qﬁvj ~1.04 x 107! (300)
s,

for the creep-feed grinding regime characterised by . We can then calculate
the percentages of the flux attributable to the pressure gradient and shear
effects. In the surface grinding regime , the pressure gradient and shear
effects contribute to 13% and 87% of the flux, respectively. In the creep-feed
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Figure 27: Plot of the fraction of flux attributable to the pressure gradient, g—%,

along the grinding zone for different values of §, shown in the title.

The legend corresponds to the value of B* in the slip regime.

grinding regime ([298]), the pressure gradient and shear effects contribute to 9%
and 91% of the flux, respectively.

4.7 CONCLUSION

In this chapter, we have studied the flow during grinding in a geometry where
the depth of cut is modelled. We have seen that by following the same procedure
as we did in Chapter |3| we can derive a solution for the flow in the grinding
zone without needing to solve for the flow far from the grinding zone.

By considering typical values for surface and creep-feed grinding regimes, we
saw that in both regimes 6 = O (1), shown in and , respectively. We
were able to distinguish for both the no-slip and slip problems, three and five

 regimes, given by (189)-(191]) and (281))-(285|), respectively. In each case, we
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were able to calculate the leading order analytical solution for the pressure near
the grinding zone. This was done without the need of prescribing artificial or
empirical boundary conditions, which is the current approach in the literature
when applying the lubrication approximation to the flow in the grinding zone.

In the no-slip case, we observed that for a given 9, the pressure derivative
along the grinding zone was constant. Consequently, the flux components due
to shear effects and pressure gradient in the grinding zone, given by and
(185)), respectively, were constant. We took typical values of § in surface and

creep-feed grinding regimes, specified by (109) and (110]), respectively, and cal-

culated the contribution of each flux component to the flux across the grinding
zone. We found that in both regimes, the transport of the grinding fluid is pri-
marily caused by the shearing of the grinding wheel, rather than the pressure
gradient across the grinding zone. These values are shown in and
for our surface and creep-feed grinding values, respectively.

In the slip case, we saw the same constant behaviour of the pressure derivative
along the grinding zone as in the no-slip case, for a given § and é*. We also
observed the dominance of shear effects on the transport of the grinding fluid for
the typical surface and creep-feed grinding regimes we considered, with these
regimes characterised by the parameters in and .

We noticed that the predicted flux through the grinding zone increased with
B*. This suggests that grinding fluids which exhibit larger degrees of slip in the
grinding zone are favourable from the perspective of maximising the advection
of the grinding fluid through the grinding zone. There are many studies which
support the mixing of additives such as nanoparticles in the grinding fluid to re-
duce the friction experienced by the abrasives and workpiece. See, for example,
[26] showing that this results in reduced wear of the abrasives. However, there
is no study to the author’s knowledge which investigates how such additives
affect the slip length of the grinding fluid at the surfaces, and the result this
has on the flux through the grinding zone.
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HOMOGENISATION OF THE GRINDING ZONE FLOW

5.1 INTRODUCTION

Frequently in lubrication processes, problems are encountered which involve a
small, repeatable structure, on the microscale over a distinct, larger domain,
the macroscale. Directly approaching these problems from the view of only
the macroscale can result in an insufficient description of the problem: notably,
intractable equations and highly oscillating coefficients cause issues, from loss
of accuracy to costly numerics, which arise when attempting to find a solution.

Classically, these problems have been analysed using the concept of a rep-
resentative volume element (RVE), where a small volume encompassing the
periodic structure is defined and averaged over [69]. The result is a set of
microscopic problems whose solution defines the so-called flow factors: these
flow factors appear in the macroscale problem and it is through these variables
that the (geometrically-simplified) macroscale problem is fed information from
the (geometrically-complex) microscale. However, such approaches are heavily
empirical by design.

Recently, the more rigorous approach of asymptotic homogenisation has been
applied to these problems. The physical motivation of such studies has typi-
cally been in bearing applications, with two-scale asymptotic homogenisation
previously being applied to study equations which arise in these lubrication

problems; see, for example, [10], [I1], [16] and [44].
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5.2 TWO-SCALE HOMOGENISATION

The motivation for applying asymptotic homogenisation to the flow during
grinding is the unsuitability of the lubrication approximation when applied to
problems with steep gradients in the geometry, see, for example, [17] or [86].
Due to how grinding wheels are formed, the abrasives of the grinding wheel are
expected to always have O (1) slopes. This is far above the range where the
lubrication approximation is generally valid.

In this chapter, we look to discover how the transport of grinding fluid
through the grinding zone is affected by aspects of the abrasive profile. One
aspect we will focus on is whether the angle that the abrasives are aligned on
the grinding wheel has an effect on the direction of flow. Understanding this
factor could drive cost-efficient optimisations in the manufacture of grinding
wheels.

We will begin with a short introduction to the two-scale asymptotic homogeni-
sation method and highlight some previous applications of this in the literature.
We will then apply this technique to our problem of the grinding zone flow,
considering exclusively the Trizact™ abrasive profile which we introduced in
Section [2.4] For the grinding zone flow here, we return to the original mixture
model given by —.

As we will discover, by considering both the homogenisation and lubrication
limits over the grinding zone in a cylindrical coordinate system, the derived
equations deviate from the standard lubrication equations. This is due to ex-
tra, lower order curvature terms appearing from the continuity equation. After
deriving the coupled local and global problems (for the microscopic abrasive
length scale and macroscopic grinding zone length scale, respectively), we in-
vestigate numerical solutions to this system over different experimental param-

eters.

5.2 TWO-SCALE HOMOGENISATION

In nature, a wide variety of media display heterogeneities on a scale much

smaller than the size of the medium itself. Certain applications require that
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5.2 TWO-SCALE HOMOGENISATION

Figure 28: Illustration of the homogenisation procedure for a periodic medium.
The problem is first considered over a periodic cell in the real do-
main, indicated by the two centre arrows. This microscopic system is
then upscaled into some averaged domain of the original, where the
periodicities have been replaced by some representative behaviour,
indicated by the right arrow.

information about these small-scale heterogeneities be retained. For example,
the cell make-up heterogeneities present in cancerous tumours are one of the dif-
ficulties faced in the treatment of these tumours; ignoring these heterogeneities
can have catastrophic consequences on the health of a patient [61]. However, it
is often the case that such detailed information of these heterogeneities is not
necessary: rather, only the macroscopic manifestation of them is of interest.
Homogenisation is the process of obtaining this macroscopic manifestation of
the microscopic information.

Beginning at the (often periodic) microscale, a description of the problem
there is sought. From here, the problem is built upon by using the solutions
of the problem(s) on the microscale to derive the problem on the macroscale,
the solution of which would give the average (homogenised) behaviour of the
system, see figure 28 There are multiple possible methods to achieve this but
given that we are dealing with a periodic geometry, we choose here to follow

the two-scale asymptotic expansion method.
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5.2 TWO-SCALE HOMOGENISATION

To consider the two-scale homogenisation method more meticulously, we start
by introducing the general problem. Let (). be a domain representing some
medium which admits a region comprised of periodic structures, with e denoting
the ratio of the period of these structures to the size of the medium. We wish

to find ue in an appropriately defined function space such that
Lue = fin Q, (301)

where f is defined on ()¢ and L is a differential operator.

For many physical problems, € can be 1 x 1073 or less. As briefly described
in the introduction, this causes many problems to be intractable. However, we
observe that for each distinct €, we will have solution u. for our system. We
expect that for e sufficiently small, the sequence of these solutions converges to
some u as € — 0. Hence, our goal is to obtain this v without solving for
arbitrarily small €. To this end, we wish to find an operator H such that this

u satisfies
Hu = fin Q), (302)

where () is the domain ()¢ with the periodic structures replaced by some rep-
resentative smoothed region.

Generally in porous media flows, the system is described in three dimensional
space by three Cartesian coordinates @ = (x1, x2,x3) with the periodic pores
aligned with the coordinate system, @. In the two-scale method, a new set of
Cartesian coordinates X = (1, x2,x3) are introduced, with the condition of
periodicity on X as (0, 6)3. These coordinates are referred to as the microscopic
coordinates and one period in a microscopic coordinate corresponds to the

wavelength of the periodic structure in that coordinate direction. It is then

91



5.2 TWO-SCALE HOMOGENISATION

supposed that ue is equal to some function u of the macroscopic coordinates
X

and the scaled coordinates =+, i.e.

v (z) = u (:v X) | (303)

The aim is to capture the behaviour of the system as ¢ — 0. The first step is

replacing u in (301)) with the asymptotic expansion

€

ue =Y €u; <a: X ) . (304)
1=0

Due to the change of variables introduced in (303)), the chain rule must be used
on differential operators. For example, in the case of the gradient operator

acting on u. we have that
OO . .
Vue =3 €Vau; + € 'Vxu, (305)
i=0

using (304)), where the subscript denotes the gradient being taken with respect
to that set of variables.

In contrast, for the flow during grinding the periodic coordinates are no

longer given by a set of three periodic coordinates in three dimensional space.

Instead, there are only 2 periodic coordinates, e.g. X = (x1,x2). There is
a third microscopic coordinate, x3, but this does not have the condition of
periodicity due to the single layer of abrasives between the grinding wheel and

the workpiece in the grinding zone. Instead of (303)), we then assume

€ €

ue () = u (a: 3 X) , (306)

where & = (z1,x2) and z3 is scaled by € with

S —0(1) (307)
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5.2 TWO-SCALE HOMOGENISATION

in the unit cell. Differential operators must also be expanded out in this case
via the chain rule, similar to .

The next step is to consider the leading order terms in e of . After
defining and applying a suitable averaging operator over the periodicities, we
arrive at the homogenised system , known as the global problem. Along
with the global problem is a problem for the flow over an individual periodic cell,
known as the local problem (or cell problem). The average of the local problem’s
solution is typically involved in the global problem, where the average ensures
small-scale perturbations not seen on the global scale are smoothed out. Note
that it is not necessarily the case that the global problem and local problem(s)
can be posed independently; rather, it is the form of the original system which
determines whether these will be independently closed systems or not. A widely
known example of a global problem is Darcy’s law in two dimensional porous

media flow,

u=—A-Vap, (308)
Ve u =0, (309)

where A is the effective permeability tensor formed by averages over the unit

cell, Y, of the local solutions to the local problems

Vxvi — Viw; = e;, (310)

Vx - w; =0, (311)

for i+ = 1,2, which is complemented by periodic boundary conditions on the
sides of the unit cell.

Before proceeding, we make a few remarks on what we have studied in this
chapter so far. It is neither true that there can only be two distinct scales, nor
that the underlying physical problem needs to exhibit traces of periodicity: in
the context of the finite element method, Allaire et al. [8] use a previously-

known homogenisation result in order to separate an elliptic partial differential
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equation with oscillating coefficients into a local (element) problem and a global
problem defined over a coarse mesh. By solving each of the local problems, they
show that the basis functions of the coarse mesh can be defined, using the local
solutions, such that the size of the elements need not be necessarily smaller
than the wavelength of oscillations in order to obtain suitable convergence of
the global problem to the true solution. Further, it is not necessarily true
that the solution to the homogenised system we arrive at after assuming the
initial asymptotic expansion (304]), and subsequent analysis, is the solution to
in the limit ¢ — 0 (should one exist at all). To do this for the first
two terms of the expansion typically follows the energy method of Tartar [85],
which we emphasise can also be used to derive the homogenised problem for
non-periodic problems also. However, other methods exist in the context of
periodic problems which can be used to derive and prove convergence results

for the homogenised problem [7].

We remark that a similar problem has been studied in the literature before.

Fabricius et al. [3I] considered the two-scale homogenisation of single-phase
Stokes flow in two dimensions where one boundary is given by an oscillating,
O (1) slope profile. The novelty of our work comes from our treatment of the
multiphase equations and the application. We will see in Section that while
the form of the homogenised system is the same as found by Fabricius et al., the
coordinate system we work in results in extra curvature correction-like terms
due to the curvature of the grinding zone.

In the following section, we will elucidate the abstract explanation of the
procedure by performing two-scale homogenisation on a periodic multiphase

Stokes system.

5.3 PROBLEM INTRODUCTION

In Chapter[4, we saw that for the typical surface and creep-feed grinding regimes
we considered there, the flow in the grinding zone was predominantly driven by

the shearing of the grinding wheel. In this chapter, we will only consider the
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flow domain to be the grinding zone. We denote the density, p, and dynamic
viscosity, u, of the grinding fluid and air phase by subscript [ and g, respectively,
in two-phase flows. We will consider a variety of different parameter values to
reflect the vast parameter space that occurs in the flow during grinding. In
particular, we will consider two variants of grinding fluid: a high viscosity
lubricant and a low viscosity coolant. For the high viscosity lubricant, we

consider rheological values around

=9 x10% kg m~?,

(312)
=153x10"2kgsm .
For the low viscosity coolant, we consider rheological values around
o =8x10% kg m_?’,
(313)
w=2x10"*kgs m~ L.
For the air phase, we consider rheological values around
pg =113 kg m™>, (314)
g =1.92x1075 kg s m ™. (315)

These values should be viewed as guidelines. Particularly, these fixed charac-
teristic values can not reflect the reality of the flow which can have an extreme
range of temperatures and rheological parameters for the fluids.

As in previous chapters, we denote the gap size between the grinding wheel
and the workpiece as hy, and we take this to be the size of an abrasive, i.e. the
distance from base to peak. The radius of the grinding wheel is denoted by R.
We will consider the three dimensional problem in this chapter, therefore we

denote the width of the grinding wheel by h,,. We take the typical values

R=2x10""m,
(316)

hy =2 %1072 m.
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The speed of the grinding wheel is denoted by V,,. We introduce the microscopic
Reynolds number Re; associated with the flow over the microscale, i.e. the flow
around an abrasive, as

plvw hg

Re; — : 317
’ 11 (817)

which is defined using the rheology of the grinding fluid. We note that
Re; = ¢Re, (318)

where Re is defined by and ¢ is defined by . Recalling assumption (53|)
that

Re=0 ("), (319)
we have

Re; = O (1). (320)

tT™™ abrasives. We refer

The abrasives we focus on in this chapter are Trizac
the reader back to Section 2.4 for more information on these abrasives. We
denote the size of a Trizact™ abrasive by d. In industry, the finest size used

is 4 x 107° m and the coarsest size is 7.5 x 107 m. By definition of hg and d,

hy = =. (321)

96
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For a typical surface and creep-feed grinding regime, we have d = 6 x 107> m
and d = 4 x 10™* m, respectively. We take data from table [1] to calculate that

in a: surface grinding regime

e=15x10"", (322)
y=1x10"% (323)
2

where for a high viscosity lubricant and low viscosity coolant

Re; = 3.53 x 10%, (325)

Re; = 2.4 x 103, (326)

respectively; creep-feed grinding regime

e=1x1073, (327)
y=12x10"2 (328)
§=12x10, (329)

where for a high viscosity lubricant and low viscosity coolant

Re; = 4.11 x 102, (330)

Re; = 2.8 x 104, (331)

respectively. We recall from and the definitions of v and 9§, respec-
tively.

We see from and that assumption is violated in certain
grinding regimes. In fact, the flow around an individual abrasive is likely to be
highly turbulent for low viscosity coolants. Despite this, we will continue under
assumption as there are still regimes, particularly with high viscosity

lubricants in surface grinding, that this is true.
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5.3 PROBLEM INTRODUCTION

tTM

Figure 29: Illustration of the Trizac abrasive profile and microscopic coor-
dinates. The abrasives are regular pyramids which protrude away
from the substrate. Here, e; and e; are basis vectors that are par-
allel to the edges of the pyramid’s base.

Looking at the values of 6 in (324)) and ([329)), we observe from figure 1] that

they are both large enough that we are in the regime where the solutions under
the lubrication approximation predict that the flow is dominantly driven by
the shearing of the grinding wheel. Based on this, we will make the simplifying
assumption in this chapter that the effect of the pressure difference across the
grinding zone on the flow is negligible enough to consider homogeneous pressure
at the entrance and exit of the grinding zone. That is, we assume there is
no imposed pressure gradient due to a pressure difference at the ends of the
grinding zone which drives the flow through it as in, for example, Poiseuille flow
through a pipe. We assume the boundaries on the sides of the grinding zone
are connected to the atmosphere and take homogeneous pressure there also.
In figure we illustrate a segment of the Trizact™ abrasive profile on
the surface of a grinding wheel. In the two-scale homogenisation method, we
will take the microscale domain as the unit cell containing a single (scaled)

tTM

Trizac abrasive.

We will begin by considering Stokes flow in the grinding zone. Although (|326))
and (331)) suggest that inertial forces are far too dominating to approximate
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54 HOMOGENISATION OF A STOKES FLOW

Figure 30: Illustration of the problem when viewed on the scale of the grinding
wheel. The nozzle on the right hand side ejects grinding fluid into
the grinding zone.

this flow with Stokes equations, it is an initial point for us to start and develop
our method. Later in the chapter, we will build on the homogenisation of the

Stokes flow to include inertial effects in the flow.

5.4 HOMOGENISATION OF A STOKES FLOW

We consider Stokes flow in the grinding zone. We specify points in the domain
using a cylindrical coordinate system (r, 6, z). The origin is taken as the back,
cross-sectional centre of the grinding wheel. The grinding wheel has radius R
and width h,. The flow domain in the grinding zone is represented as a thin
gap with the workpiece taken as stationary with a depth of cut d. and the
grinding wheel’s surface taken as rough and moving. We assume the rough

tTM

surface is composed of identical, periodically positioned Trizac abrasives of

size d which are inclined at an angle x = 7 + 0, to the boundary, 0, € [—%, %),

with lateral length y = % and height hy = 4.
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54 HOMOGENISATION OF A STOKES FLOW

Figure 31: Illustration of a circular cross-section of the grinding zone in our
homogenisation problem. Grinding fluid enters the domain through
I'j,. The shaded triangles on the grinding wheel represent abrasives.

The grinding wheel’s surface is parameterised by » = R+ h(6, z,t) and the
workpiece is located at 7 = R+ hy. The boundary profile h (0, z,t) can be
specified as the summation over the number of abrasives of equation which
gives the location of individual abrasives.

In this coordinate system, we assume the rough surface moves with velocity
V = —V,ey, where e,, ey, e, are the unit basis vectors of the cylindrical co-
ordinate system. We denote the flow domain by (), the rough grinding wheel

surface by I'y,, the workpiece surface by I'p, the entrance to the grinding zone
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54 HOMOGENISATION OF A STOKES FLOW

by I';p, the exit of the grinding zone by I'yy¢ and the remaining boundaries by
I's. We note that () and T',, are time-dependent, and are given by

Q:{(r,e,z) re (R4+h(6,2), R+ hy).0¢ <00,327T),z€ (O,hw)},

(332)
r, :{(r,e,z) P =R+ h(0,21),0€ (90,32”) e (o,hw)}, (333)
T, :{(r,e,z) r=R+hy0e (90,?’;) e (O,hw)}, (334)
Tin :{(r,e,z) 1€ (R4 h(8,2,t),R+hy),0= 32”2 € (O,hw)}, (335)

Lot ={(r,0,2) :r € (R+h(0,2,t),R+hg),0 =0p,z€ (0,hy)},  (336)
L= {(r,0.2) 7 € (R0 (0,2,0), Rhy) 0 € (00,5 ) 2 € {0, hu} )
(337)

where

3 1 (R+hy—d
O = —— — L2t e
0 2 o8 ( R+ hy ) (338)

is calculated using trigonometric identities on the geometry.

The grinding zone is assumed to be occupied by two incompressible phases,
air and grinding fluid, which are governed by a multiphase mixture model. The
volume fraction of the grinding fluid is denoted by «; and will be referred to sim-
ply as the volume fraction. The dynamic viscosity of the air and grinding fluid
is denoted by 1y and pi, respectively. We take pressure to be the atmospheric
pressure on I's. We assume that «; is prescribed on I';,, at points where there is
flow into the domain, with o = ap (r, z,t). On other boundaries where there
are regions of inflow, we prescribe oy = 0. We assume that initially at ¢ = 0,
there is no grinding fluid in the grinding zone. Sketches explaining the various

quantities introduced here are shown in figures [30| and [31]
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54 HOMOGENISATION OF A STOKES FLOW

The governing equations for the flow in () are the multiphase mixture Stokes

equations. These are given by — with inertial terms neglected, i.e.

—Vp+ V- [ (Vu+ (Vu)')| =0, (339)
V-eu=0, (340)
0
TN LV () =0, (341)
ot
where u = u,e, + ugey + ue, denotes the mixture velocity, p denotes the

mixture pressure, a; denotes the volume fraction and gy, = oqpy + (1 — oq) g
is the mixture viscosity. Body forces due to gravity are negligible at the scales
investigated here. The mixture velocity and mixture pressure will be referred
to as the velocity and pressure for the remainder of this chapter.

We have the initial condition
a; =0 on Natt=0. (342)

The boundary conditions for equations (339))-(341)) are

u+V,eg = 20p5n - E-(I—nn) on Iy, (343)
u=2Bu5n-E-(I-nn) on Iy, (344)
p=0 on Iy, UT e UT g, (345)
a; = ap on I';y, where u-n > 0, (346)
o =0 on Iy UTs where w-m >0, (347)

which are the slip conditions on the two surfaces, the domain boundary pressure
condition and the inlet volume fraction conditions, respectively. Here, /3 is the

slip length,

:u;z = o+ (1 - al) Mmiz, (348)
_ Hg

iz = (349)
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5.5 LOCAL PROBLEM 103

n is the inward pointing unit normal to the boundary, E is the rate of strain
tensor and I denotes the metric tensor. We refer the reader to Section 2.3] for
further information on these multiphase slip conditions.

In the next section, we will see how the local problem and global (homogenised)
problem can be posed from the system — by considering homogenisa-

tion over the abrasives on the rough surface.

5.5 LOCAL PROBLEM

We first begin by nondimensionalising the system given by —. We
assume that the gap between the surfaces, characterised by e, is much less
than unity. Values of ¢ are given in and for surface and creep-
feed grinding regimes, showing that this assumption holds. We introduce the

nondimensional radial distance

(350)

which shifts the radial coordinate to the surface of the grinding wheel and
stretches the gap between the grinding wheel and the workpiece to O (1) in 7.
Regarding the z distance, typical values of R and h,, are given by (316)) where

we see that

h

Y —1x107! 351
o X > e, (351)

for the values of ¢ given in (322)) and (327). Therefore, we choose to take the

nondimensional z coordinate as

z = Rz". (352)



5.5 LOCAL PROBLEM

As the grinding wheel spins at speed V,,, we take the characteristic value for

the azimuthal velocity as V,, i.e.

Previously for the problems studied in chapters [3|and [ we scaled the velocity
across the gap by /e (see, for example, ) However, in those cases we were
dealing with two slowly varying boundaries. For the problem we are studying
here, we have rapid moving, complex-shaped abrasives with O (1) slope in each
coordinate direction. For that reason, we take the characteristic value of V,, for

the velocity vector in the grinding zone, i.e.
u = V,u". (354)

As we expect that the flow during grinding is shear dominated, we take the

timescale as

R
w

Due to the nondimensional values taken so far, we introduce

Hlvw *

= 356
P="ZpP" (356)
B =eRpB*. (357)

We denote the nondimensional gradient operator as

dq e 0q dq
Vq=— —_— —e,, 358
P e TR (358)

the nondimensional divergence operator as
1 9 _ e Ogp , 9g.

*.q = — (1 359
Vi-a 1+5f8f[( +5r)qr]+1+ef89+5az*’ (359)
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the nondimensional vector gradient operator as

* _aC_Ir aQG dq.
Vq—ﬁerer"}_ oF €r 0+ oF

+ = 8%— egpe, + %%— ee+%ee
117 |\ g9 ) cocr oo ) eeee T 5 €0z (360)

te (aqr + g .- €2€0 + aq ezez> )

erez

9z O 0z*

and the nondimensional tensor divergence operator as

* o 8Trr 9 8T9r
V.T_<8f 1+5Fl69

a7, oT, T,
+( 0 ° [99+(TT9+T97,)1+5 9>e9 (361)

0T,
+ (Trr - ng)] + ¢ e ) e,

or 14er| 00 0z*

+ 8Trz + 19 ang + T + gaTzz e
oF  14er \ 00 " dzx ) 7

for a general scalar ¢, vector q = ¢re, + qpey + q.e, and second order tensor

T =Tjjeje; where i,j € {r,0,z}.

The problem that we will homogenise is the nondimensional form of (339)-

[347), given by

—Vp A eVE [, (Viut + (V)T )] =0, (362)
VFeut =0, (363)

aOél * *
o + V- (qu*) =0 (364)

on ()*, subject to the initial condition

a; =0 on O* at t* =0, (365)
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5.5 LOCAL PROBLEM

and boundary conditions

u*+ ey =23 ukn-E - (I —nn) on I'), (366)
u* =25 usm-E* (I —nn) on I}, (367)
pF =0 on I} UT UL, (368)
ap = ap on I}, where u* - n > 0, (369)
a;=0 on I, UTs where u*-n > 0. (370)
Here,
0r ={(r.0,) ire (0 (0,1),1) 0 € (90,32”) e 00
(371)
r* — {(F,Q,z*) P =0 (0,2%,1%) 0 € (90, 3;) e (o,h;)},
(372)
I} = {(F,@,z*) F=1,0¢ (90, 32> 25 e (O,h;)}, (373)
O = {0,207 e (00 (0.54,0),1),0 = 27 € (0,13)}
(374)
%, ={(7.0,2%) 17 € (h* (0,2*,£*),1),0 = 0y, 2* € (0,1}, (375
I = {(F,Q,z*) LFe (W (0,25,%),1),0 ¢ (90, 32”) e {o,h;}},
(376)
h(0, 2 t*
(0, 2, 07) = 0L (377)
hg
h
W= T (378)
1
E =2 (Viur+ (V). (379)

From here on, we drop the superscript x denoting the dimensionless variables

introduced here.
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5.5 LOCAL PROBLEM

We now proceed with the two-scale homogenisation where we assume that
each dimensionless variable depends not only on the cylindrical coordinates

(7,0, 2), but also on two geometrically periodic coordinates (f,2), where

fcosk + zsink

_ 0

6:—*— " , (380)
X X
- O

2:%: Sln/i-i-ZCOSFL’ (381)
X X

* d _
T I V2e, (382)

with these coordinates belonging to the set specifying points over a periodic

structure

Y ={(70,2):h<Ff<1,0<0z<1}, (383)
vx ={(0,2):0<0,z<1}. (384)

We denote the boundaries of Y by

8YE:{(F,§,Z):77:7L,O§0_,Z§1}, (385)
8Y1—{(f,9,z):f:1,0§6’_,2§1}, (386)
Y, = 9Y \ (9Y; UdY}), (387)

where we have
JY =AY, UdY; UdY]. (388)

We denote the set of macroscale coordinates as * = (0,z) and the set of
microscale coordinates as X = (7,0, 2). The reader is encouraged to review
Appendix [B| regarding the asymptotic limit taken in the microscale coordinate

system in the next section.
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O €p

Figure 32: Illustration of an individual Trizact™™ abrasive within the unit cell,
with points here specified in the microscopic coordinates (7,0, %).
The abrasives are regular pyramids which protrude away from the
substrate. Here, ez, e5 and ez are basis vectors that span the unit
cell. The bottom and top boundaries are denoted by 0Y; and 0Y7,
respectively. The remaining boundary where periodic boundary con-
ditions are enforced is denoted 0Y),.

In (383), the function % is the equation of the abrasive’s surface inside the
unit cell. For the Trizact™ abrasive, this function can be found using equation

([32). Specifically, in the unit cell we have
B@j):1—<@—zywz+é—q>. (389)

In ﬁgure we illustrate the microscopic geometry, i.e. an individual Trizact™

abrasive.
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We now assume our dimensionless variables spatially depend on both the
cylindrical coordinates specifying points in the grinding zone and the unit-

periodic coordinates, i.e.

w (7, 0,2,t) =u. (7,0,2,0,2,t), (390)
p(faeazat) = De (7:’97270_72775)7 (391)
o (7,0,2,t) = ay. (7,0, 2, 0,z,t), (392)
with the conditions of periodicity
‘5 (f797270727t) = (¢ (7’,9,2,1,2,15), (393)
Qg (F707276_707t) - Q&‘ (f707Z78_717t)7 (394)

fOI' e = Ug, Pe, al,s‘
We can now use the chain rule with differential operators acting on (390))-
(392) to express them in terms of each coordinate system separately. As an

example, we consider the pressure derivative

op (7,0,z,t)  0Op-(7,0,2,0,%,1t)

00 00 (395)
We know that # and z depend on 6 by (380) and (381)) with
00  cosk
— = —=, 396
90 2 (396)
0z sin K
_ = ——. 397
00 V2e (397)
The application of the chain rule to (395 gives that
Op(7,0,2,t)  Op. coskdp. sinkOpe (398)

20 00 T B- ol e oF
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5.5 LOCAL PROBLEM

Letting ¢ and q denote a general scalar and vector function, respectively,

we apply the chain rule (398) to other derivatives to find that the differential
operators (358) and (359 can be expressed as

qu%ér-i-; %COSR—aqesinH éy
or V2(1+er) \ 90 0z
1 dq: . dqe ) A
+ — | ==sink+ ——cosk | €,
V2 (59 0z (399)
1 0q 0q: ,
e <1+6F 96 < " oz ez)

= Vxq +eVaqe,

V-.q 1 g [(1 + 57:) Qr,s] + 1 (06](9_75 COS K — 73(]975 sin f£>

T 1teror V2(1+er) \ 00 0z
1 aq,z,s . aq,z,s 1 8(]9,8 an,s
+\/§< Y sin Kk 4 93 cosm>+€<1+€F 20 + py

=Vx-q:+eVy-qe.
(400)

Note that as the system (362)-(370) has been presented following the nota-

tion in previous chapters, the subscript € has now been used to indicate the
homogenised solution, in contrast with its use in (301]). However, this does not

affect our derivation and we now drop the subscript ¢ for convenience.

Substituting (399)) and (400]) into equations (362))-(364) and rearranging (re-

calling that we dropped the superscript x which indicated a nondimensional

quantity), we arrive at

1
—=Vxp—Vgp
£ (401)
+(Vx - +eVar) {pm [(Vx +eVa) u+ [(Vx +eVe) u]' |} =0,
Vx- -u+eVg-u=0, (402)
80&1
e— +Vx - (qu) +eVy- (aqu) = 0. (403)

ot
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5.5 LOCAL PROBLEM

Let us consider the asymptotic expansions

m .

u=> cu, (404)
i=0
w .

p=> v (405)
i=0
m .

o =Y eayy, (406)
i=0

for the unknown variables in the flow domain, where we also expand the mixture

viscosity in powers of ¢ as

oo
Hm = Z &' fti;m (407)
=0
with
1o,m = Qo] + (1 - CVO,Z) Hmiz, (408)
Him = Q4] (1 - Mmim) 12> 1. (409)

The differential operators defined in (399) and (400]) involve powers of €. As
we will only need to consider the leading order operators, for the remainder of
this chapter we will denote Vx and V by the forms given in (399) and (400)
with e = 0.

Substituting (404))-(407) into equations (401f)-(403)), we can collect terms in

various orders of € in order to find the leading order flow behaviour at the
microscale. To this end, we consider O(e™!) terms in (401) to see that the

leading order pressure field behaves as

po =po(b, z,t). (410)

Meanwhile, equating O(1) terms in (401]), we have the following equation in-

volving macroscale and microscale derivatives,

—Vaepo—Vxp1 +Vx- [,uo,m (quo + (VXuo)T>] =0. (411)
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5.5 LOCAL PROBLEM

However, regarding the continuity equation (402) and advection equation
(403|), more care is necessary due to the curvature correction term ( 14 577)71
Under the lubrication approximation from earlier chapters, this term would not
affect the flow as only leading order, O (1) terms need to be considered. That
is contrary to here as we must look below leading order to derive the global
problem. As this term deviates from unity below leading order, we must deal

with this in our equations.

Thus, we multiply both (402)) and (403) through by 1+ &7 so that at O (1),

we simply have

Vx - ug=0, (412)

Vx -« (agu0) =0, (413)

respectively, while at O () we instead get

0 Fo(Ou.p . u
Ve-u+Vx-u =— [077 (fur70)+J§< 02,0 sin k + uZ’O cosn)],

oo
a;)l + Vg (040 ZUO +Vx (040 ul +oq l’u())
_ 415)
0 Folo 9 (
== |5 (Fogurp) 7 <80_ 0, 1Uz,0) Sin K + 55 (apuz,0) cos /@)] ,
respectively.

From (366)) and (367)), at O (1) we have the leading order boundary conditions

ug + ey = ZB,LL()’m’n -Ex - (l—nn) on 7 = h, (416)

uy = 2Buo,mn -Ex - (l—nn) onfT =1, (417)
where

Ex = (quo + (VXU,O)T> . (418)

[\D\»—t
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5.5 LOCAL PROBLEM

From the periodic conditions (393)) and (394)), at O (1) we have

ug (7,0,2,0,2,t) = up (7,60,2,1,2,t), (419)

ug (F,@,Z,@,O,t) = U (77,9,2, 9,1,t), (420)

pl(F797Z70727t):pl(,I:?e?Z?]'?Z?t)? (421)

p (7,0,2,0,0,t) = p1 (7,0,2,0,1,t). (422)

We now look to simplify the problem by reducing the number of independent
spatial variables in the global problem down to two. To this end, we note that
by using (412]), a solution to (413)) is where the volume fraction is constant over

each individual abrasive, i.e.
ar=aq(0,z,t). (423)

The physical interpretation of is that diffusion of the mixture concentra-
tion happens over a much smaller timescale than the timescale associated with
the advection across the abrasives: therefore, the amount of grinding fluid is
the same at each point around the abrasive.

For the remainder of this chapter, we will look for solutions of the form
. Consequently, equation (415)) no longer needs to be considered in the
microscopic system. However, we will return to analyse this equation once we
upscale and obtain the macroscale, homogenised system.

After assuming (423)) on oy, (411]) can be rewritten as

—Vapo — Vxp1 + pomVx - [(Vxuo + (Vxuo)' )| =0, (424)

which is a linear partial differential equation with respect to the microscopic

coordinates, with a forcing term dependent on the macroscopic coordinates.
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5.5 LOCAL PROBLEM

Currently, ug and p; depend on both microscopic and macroscopic coordi-
nates. We seek a solution to the problem given by equations (412) and -
subject to the conditions (416]), (417)), (419)-({422), of the form

19) 0
Uug = wo + wq apeo +w 81,)20 (425)
dpo 31?0
= 4
p1= 70+’V189 + 72 5 (426)

where w; (7,0, 2) and ~; (7,0, z) for i = 0,1,2 are local solutions which satisfy
the periodicity of the geometry. We will refer to w; and ~; as a microscopic
velocity and microscopic pressure, respectively, for ¢ = 0, 1, 2. Expressions (425|)
and separate the variables ug and p; into terms which depend solely on

either the microscopic or macroscopic coordinates.

Substituting (425 and ( into - and - leaves us with the local

equations

~Vxvi + pomVx - (wai + (VXwi)T) = fi, (427)
Vx-w; =0, (428)

respectively, for ¢ = 0,1, 2, with

fo=0, (429)
J1 = ey, (430)
fa=e.. (431)

By substituting (425]) and (426) - ) into (393)) and (394)), we get the periodic bound-

ary conditions on the local solutions

w; (7,0,2) = w; (7, 1,2), (432)
v (7,0,2) =~ (7, 1,2), (433)
w; (7,0,0) = w; (7,0,1), (434)
v (7,0,0) = ~; (7,0,1) (435)
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Similarly, substitution of (425]) and (426]) into (416) and (417) gives the local

slip boundary conditions with no penetration

w; + 1g—greg = ZBAuo,mn -E;-(I-mn) on7=nh, (436)

w; = 26#0,m" -E;-(I—mn) on7=1, (437)

for i =0,1,2, with E; = % (vai + (VX’UJZ-)T) and 1gi—0) the characteristic
function which takes the value 1 when ¢ = 0 and 0 when ¢ = 1, 2.

The motivation of separating ug and pg via (425) and (426)), respectively,
both follow from the linearity of the local system given by (412]), (416), (417)),

(419)-(422) and (424)). There are three components due to the microscopic three

dimensional coordinate system we use. These components can be interpreted as

the separation of the flow into the three intrinsic elements that drive it. These
are shear due to the movement of the grinding wheel, given by wq, 7o, and the
macroscopic pressure gradient across the grinding zone, given by w;, v;,7 = 1, 2.

We know from the superposition principle that the sum of any two solutions is
also a solution. Therefore, if w;, v; satisfy the local equation fort =0,1,2,

then the sum

Ipo Ipo
wo + ws 50 + wo P (438)
Ipo Ipo
o, L, 00 4
Y0+ 7 2 + 72 % (439)

must satisfy as this can be found from the summation of the local equa-
tions given by (with the appropriate multiplication of a macroscopic pres-
sure derivative for i = 1,2). The same argument holds for the remaining equa-
tions and boundary conditions in the system due to linearity. As the solution
sums and are ug and pp, respectively, we therefore have that wug
and p; given by and , respectively, are solutions to the local system

given by (412)), (416]), (417, (419)-(422)) and (424)).
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The local problem (427)), (428)), (432))-(437) is not currently a closed system as

it involves «yg, a function dependent on macroscale coordinates. Due to this,
we require knowledge of ag; on the macroscale domain. Hence, we look to
upscale the problem onto the macroscale and derive a governing equation for
ap. This is the process for deriving a global problem. To do so, we define the

two averaging operators

(@) = /; qdF, (440)

()" = /0 1 /O 1 qdfdz, (441)

for some general quantity ¢, where Yy is given by (384) and h is given by (389).
Recalling (410]) and (423)), po and o depend only on macroscale coordinates.

However, ug depends on both microscale and macroscale coordinates. We use

the averaging operators (440) and (441) on (425) to define the leading order

macroscopic velocity, Uy (6, z,t), via

Uy (0,2,t) = /Yuo (7.0,2.0,2,t)dY

= (o)) (442)

= ()" (o) " G ) G2

Recalling that n denotes the inward pointing unit normal, we observe that

<<vX .u1>ﬁ>yx — —/aY wp - ndl (443)

by application of the divergence theorem. Using (388)), we then have that

/ ul-ndF:/ ul-ndf+/ ul-ndf+/ ui - ndl. (444)
oy av; oYy oYy
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5.6 GLOBAL PROBLEM
By the periodicity conditions (393) and (394) at O (¢),
/ up -ndl = 0. (445)
oY,

Taking the normal projection of the slip boundary conditions (366]) and (367,
we see that at all orders of the asymptotic expansion for u, we have imperme-

ability. In particular,

/ up - ndl’ = / up -ndl =0, (446)
8Y;L oY1

hence

<<VX .u1>ﬁ>YX = 0. (447)

>

Yx
Applying the averaging operators <<> > to equation (414)), we get

v, - <<u0>B>YX
Yy Yx

(2 )Y ({2 (P 2ecs)) ).

(448)

where we have used the definition of Uy from (442)), (447) and that A is inde-

pendent of the macroscale coordinates.

Using (425]), we can apply the averaging operators to express equation (448|)

in the form of

Vg (A *Vapo + C) +b-Vgpo+s1 =0, (449)
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where:

[(m) " ) )

A <<wz’1>E>YX <(w272>’3>YX ’ (450)
. (i) + 5 ({(r2) " s ((252)7) con

_ h X _Ow h X . _Ow h X ;
<<88f (Twr72)> > —i—% <<r 85’2> > sm/{—i—<<7‘ 32’2> > COS K

(451)

c= <<w070>E>YX ; (452)

Sy

1 6wz0 h " 3wzo h E
+ﬁ <<F 36’_’ >> sin/£—|—<<f82’>> cosk | . (454)

Focusing on the advection equation (415)), we again apply the averaging op-

Yy
erators <<>h> to the equation while noting that

<<1>’~”‘>YX =1- <E>YX (455)
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is constant, and use the divergence theorem and periodicity to obtain

Q0,1 9 o 456
W(«wm’*ow * Y

This can be represented in the form

daoy | Vo (kag) = sa, (457)
ot ’
where
f— o —_— (458)
~ X
1= (h)
%
we e () )
2 — — \ Yy % 7,0
1— ()
: Yy : Yy
—i—L Fawi’o ' sin Kk + fawz’o ' COS K
2 00 0z
Ry Y
0
[
_— _— (459)
—i—i fawf’l sin k + fawz’l COS K aro
V2 00 0z 00
Y.
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5.6 GLOBAL PROBLEM 120

As the initial and boundary conditions given by (365)), (368])-(370) are inde-

pendent of microscale coordinates, the initial and boundary conditions for the
leading order macroscale variables are readily obtained.
Thus, the global homogenised problem which governs the leading order macro-

scopic variables, Uy, pg and «q, is given by

Vaz:(A-Vazpo+c)+b-Vapy+ s1 =0, (460)
82‘?’1 + V- (kagy) = s2. (461)
Uy = <<’w0>ﬁ>YX + <<w1>E>YX %p; + <<w2>E>YX 382107 (462)

on Q), subject to
agy =0 on Qatt=0, (463)
po =0 on [y UT e UTS, (464)
Qo1 = ap on I, where Uy -n > 0, (465)
agy =0 on ['py UTy where Uy - n > 0, (466)

where

():{(e,z):ee (90,327T>,ze(0,hw)}, (467)
P {(6,2) 10 = 3;,2 € (O,hw)}, (468)
Fout = {(0,2) : 0 = 00,2 € (0,hy)}, (469)
t={0.2):0¢ (o 32”) e {0t} (470)

A, c, b, sy are given by (450)-(454), respectively, k is given by (458) and s is
given by (E59).
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The full homogenisation problem consists of the local problem , ,
— which governs the microscopic variables w;, v;,7 = 0,1, 2, and global
problem — which governs the macroscopic variables Uy, po, ;-

To compare both the local problem’s governing equations and
and global problem’s governing equations — with other work, let us
consider the single-phase case where ag; = 1. Substituting into ,
we observe that equation is automatically satisfied.

The governing equation has similarities to both the Reynolds equation
derived in Chapter [3| and Darcy’s law given by and . Here, A
behaves as an effective permeability tensor which appears due to flow in the
gaps between the abrasives and workpiece. The vector ¢ appears due to flow
induced from the shearing of the wheel. While an equivalent shear term appears
in equation , flow in porous media does not typically involve microscopic
surfaces moving relative to each other. Therefore, an equivalent term does
not appear in (308)) and . The vector b and scalar s; arise due to the
O () curvature correction-like terms which appear in (448). These curvature
terms were not reported by the work of Fabricius et al. [31]. This is due to
their consideration of the problem under a Cartesian coordinate system with
no curvature present, unlike the channel in the grinding zone where the effect
of curvature appears below leading order. Similarly, equation was derived
by only considering leading order terms in a Cartesian coordinate system, so
equivalent terms do not appear there either.

The form of the local equations and is in agreement with the form
found by Fabricius et al. [31], but in contrast to the form derived by Kane et
al. [44]. The reason for this is due to the latter considering homogenisation of
the Reynolds equation, therefore the channel height is implicitly assumed to be
small compared to the length scale characterising the microscale periodicities.
Consequently, the lubrication approximation is assumed to also hold on the

microscale, resulting in the microscale system being a two dimensional problem.
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5.7 HOMOGENISED SYSTEM DISCUSSION

We denote the curvature terms appearing in the right-hand side of equation
(#48) by
: Yy

— (Furo) + = OUzd i o 2420 h (471)
= o7 (Ttro 73\ a0 ink+—- K .

To gain a deeper understanding of how [ varies with different parameters, we

express I as

1 1 p1 ~
j /0 /0 /h Vx - [F (uroer + s ge )] drdddz. (472)

Here, we have used the definition of V x- acting on a vector with zero € com-
ponent.
Applying the divergence theorem on the volume integral in (472)), it can be

written as the surface integral
[= /a 7 (uroer + s ez) - ndl, (473)

with n the inward pointing unit normal.

Using the impermeability conditions from (436[) and (437, i.e.

(up+eg)-m=0on7=nh, (474)

up-n=0on7=1, (475)

where ey is the unit basis vector in the 6 direction, along with the periodicity

of the unit cell, this surface integral can be restated as

I = _/ B 1) eg - ndl
oy, (ug70 + )69 n
4 79 72 476
N (UH,O)T_Qh + : <8h cos i — ai_ sin K) dr. (476)
: oh oh
P+ (2) 4 ()

00 0z
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Here, we have used that 7 = h on Y7,

dqg 10q>
R 477
Tor ~ 20 (477)
for general function ¢ = ¢ (x) and variable z,
(uroer +uzpe;) - n=—(ug+1)-n (478)
from (474) and
1 h h
ey n = = = (gz sin Kk — (30_ cos K) (479)
oh oh
Vi )+ ()

using identities in Appendix [B]

Hence, we observe from that when no-slip holds on the rough surface
(i.e. when (ugg)._; = —1), I = 0. However, when the velocity profile is not
constant, in particular when the slip boundary condition is considered, it is not

clear how this term should behave.

5.8 HOMOGENISED SYSTEM NUMERICAL SCHEME
5.8.1 Local Problem Scheme

For the local problem, we look to solve the system and , subject to
periodic boundary conditions — and slip boundary conditions ,
using the finite element method (FEM). Specifically, we spatially discretise
the system with the continuous Galerkin (CG) FEM. To this end, we define
various objects we will use in finding the solution. Let H},,. (Y) and L3, (Y)

be the solution spaces such that

H;er (V) = {f € H' (Y) : f(,8,%) is periodic in f, Z on Y}, (480)
L2, (V)= {f € L?(Y): f(7,0,%) is periodic in 0, Z on Y}, (481)
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where H' and L? are Sobolev and Lebesgue spaces as defined in most textbooks
on functional analysis. See, for example, [21].

To formulate the discrete problem, we first define the mesh 7 which partitions
the domain Y into tetrahedra elements, denoted by . The CG FEM then
restricts the spaces and to finite dimensional polynomial subspaces

over 7. The finite element spaces we consider are

Viyoper = {w e [HL, ()] : wl € [P ()] Vi € T}, (482)

Qniper = {0 € L2 (V) 1 qls € Py (k) VE €T}, (483)

where P (k) is the set of continuous polynomials of degree at most k on the
element x € 7. The spaces and satisfy the inf-sup condition [19] on
the saddle-point structure [I§] that arises from the discretisation of the Stokes
equations [22]. The inf-sup condition must be satisfied to ensure the scheme is
stable.

We also define m, t1,t2 to be the inward pointing unit normal and two unit

tangent vectors, respectively, to dY which form an orthogonal system of vectors.

Additionally, we denote Ex as the local rate of strain tensor.
With these definitions, we state our discrete formulation: find w; j, € Vj 2 per,

Yi,h € Qn1 per such that

A (Wi, s a0,) + By (Vi vin) = I (vin) (484)

By, (Wi ¢ip) =0, (485)

for all v;;, € Vi 2 pers @ih € Qn1per, Where oy € L™ (V) (informally, this is
the requirement that g, is bounded on Y see [21] for a precise definition of

this space).
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In (484) and (485)), for i = 0, 1,2, the form: Aj is given by

Aj (Wi p, v p;00) = — /YQMO,mEX (w;p): Ex (v;p)dY

1
_ 2 (ws - v; +dT
aY;uaY; € (win-n)n-vip (486)
12
- = )t v pdT
av;uav: B ]Z—:l (i) b v
By is given by
By, (Vi Vi) = /Y YinV v pdY; (487)
[7 is given by
(i) = | Fi-vipdy
] 9 (488)
T Joy, 30} ]; (e - t;)t; - vipdl.
In (488)), f; is given by
fo=0, (489)
J1 = ey, (490)
f2=e, (491)

for + = 0, 1, 2, respectively.

To weakly enforce the slip conditions (436]) and (437]), we look to split the

surface stress tensor term as

n-Pi,=n-P;-(I—nn)+ (n-P;-n)n. (492)

and then substitute in the velocity differences for the surface tangential stress
component. However, with no condition on the surface normal stress compo-
nent, this results in an ill-posed problem. We alleviate this issue by weakly

enforce the impermeability condition with a regularisation method, following
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John [41]. We note that Nitsche’s method (see, for example, [32] and [67]) and
Lagrange multipliers (see, for example, [87] and [88]) are other possible meth-
ods to avoid this ill-posedness. Each method can be seen to act similarly on
the normal stress component, thus the regularisation method is chosen for its
simple implementation and physical explanation.

To this end, we consider the general boundary condition describing a linear
dependency between velocity difference at a surface and the stress exerted by

the fluid there. Specifically, this is
w; =V =2Bugmn - Ex (w;) - (I —mn) +{(n-P;-n)n. (493)
Physically, the normal projection of gives the resistance condition
(wi—V)-n=_(n-P;-n. (494)

Equation states that the penetration of fluid through a surface is resisted
by the normal stress at the surface with a resistance coefficient denoted by (.
We see that when ( — oo in , there is free penetration of fluid through
the surface. Conversely, when { — 0 there is no penetration of fluid through
the surface, yielding the familiar impermeability with slip condition. Indeed,
John used ¢ = 1 x 1072 to weakly enforce impermeability in this way.

Thus, to derive the discrete form A7 given by , the first term uses that
the contraction of a symmetric and antisymmetric tensor is 0. The second and
third terms arise from the splitting given by and the general boundary
condition with the regularisation constant { which weakly enforces im-
permeability. Taking the projection of with n, t1,to then substituting in
for each orthogonal velocity difference projection yields these terms. Typically,
we took ¢ ~ 1 x 1078 as the matrix problem became ill-conditioned for smaller
values.

Finally, for the purposes of clarity when interpreting local solutions, the shear

velocity wq will be translated such that the pyramid is considered at rest and
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Figure 33: Illustration of the solution and ghost grid points necessary for us to
solve equation (460) (left) and the advection equation (461)) (right).
Circles show solution grid points of the discretised domain while
squares and triangles represent ghost points originating from the
numerical schemes used: squares show ghost points required for both
the central difference and KT schemes whilst triangles show ghost
points needed only for the KT scheme.

the workpiece is moving. To this end, we solve for the vector components

wy,0, Wy and Wz, such that

woy = U)f’()éf —+ Wg Oég -+ wzoég
’ (495)

U}ﬁ()éf —|— (Uvgyo — COS Ii) ég + (wz’() + sin li) ég,

where €7, €, €5 are the leading order unit basis vectors for the microscopic
coordinate system. For expressions of the local basis vectors in terms of the
macroscopic basis vectors and expressions for the normal and tangent vectors

we use in the scheme presented here, see Appendix [B]

5.8.2 Global Problem Numerical Scheme

Here we detail our numerical scheme for solving the global problem (460))-({466]).
Regarding the spatial discretisation, we use a standard central difference fi-

nite difference method [56] for equation (460]) and the Kurganov-Tadmor (KT
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scheme [50] for the discretisation of the advection equation (461]). For the tem-

ond order

poral discretisation, a total variation diminishing Runge-Kutta (RK)
scheme is used, specifically the modified Euler method [8I]. We can exploit
the appearance of a time derivative in only one of the equations in order to
solve the system in a segregated manner. That is, each equation is solved alone
for the solution of one numerical variable using recent approximations to the
remaining variable. This method will be explained in greater depth below. The
problem domain, including the boundaries, is discretised by N equally spaced
grid points over the 6 axis and M equally spaced grid points over the z axis.
At every grid point lying on the domain boundary in the discretised domain,
we assign a value of pp = 0 to satisfy boundary condition (464). The volume
fraction boundary conditions require more care. The characteristic structure of
the advection equation (461]) requires that a Dirichlet boundary condition for
ap; is provided at every point of the boundary where Uy -n > 0, where n is
the inward pointing unit normal to the boundary. Thus, during the numerical
scheme we must check at every grid point on the boundaries whether Uy is
directed into the domain. As we are using an explicit scheme, it is possible for us
to calculate Up - n using previous solutions. At grid points on the z boundaries
where an influx is predicted, we assign the value ap; = 0 to represent the
surrounding air entering the grinding zone. Otherwise, the volume fraction at
those grid points is found from the numerical solution using the KT scheme.
The spatial discretisations we use for the global problem require grid points
which exist outside the physical domain. Therefore, we require a consistent
method to manage how we treat these grid points. In the scheme introduced
here, quantities at ghost points, for example, pressure, are assigned the value of
the quantity at the nearest grid point located on the physical boundary. Thus,
the pressure at, for example, the ghost point situated at grid point (k, M + 1),
for some 1 <k < N, will be 0. The value of g, at this ghost point will take
the value of ag; at the grid point (k, M). This is dependent on the sign of Uy
at that point and will be either 0 or found via the KT scheme. The use of ghost

points in this way allows us to avoid needing to switch our numerical scheme to
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a lower order, one-sided derivative approximation at the boundaries. Also, it
prescribes the value of pg that we would physically expect for any point located

outside the grinding zone. Other possible methods are described in [55].

Pressure Equation

For the central difference discretisation of equation (460)), the spatial derivatives
are approximated with 27¢ order accuracy [55]. The approximations to the

partial derivatives are given by

gg ~ % (496)
‘ZZ ~ % (497)
o g

SR "

Here, ¢ could be the mixture viscosity or pressure, Af, Az are the grid spacings
in the 6, z coordinates and subscript ¢, j denotes the numerical value of a quan-
tity at the grid point 8 = 1Af, z = jAz, respectively. In the discretisation of the
domain, the standard ordering for the grid points was used, that is, ordering
began at the bottom left grid point and incremented by one per grid point in
the positive 0 direction, before reaching the end of the row and incrementing the
order by one at the next row’s left-most grid point and continuing the process
as for the previous row.

Upon substituting the approximations (496)-(499)) into (460)), we arrive at a

linear system of equations of the form
Mz =y, (500)

where Misan (N —2) (M —2) x (N —2) (M — 2) sparse matrix of coefficients,

zisan (N —2) (M — 2) row matrix of the pressure solution at each grid point
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and y is an (N — 2) (M — 2) row matrix of the source term at each grid point.
The reduction of grid points is due to the Dirichlet boundary condition for pg.

To calculate the solution to this matrix problem and obtain the pressure dis-
tribution, we use a direct solver. To this end, the sparse system was solved
for the pressure distribution, represented by z, by LU decomposition using the
C-++ library Eigen [35]. Eigen is natively written and optimised for C++, im-
plementing features such as vectorisation and cache blocking to increase the
floating point operations per second, while being simple to incorporate in a
program.

With the numerical solution for pg, we are able to use this in the advection

equation in order to calculate the volume fraction distribution, ag.

Advection Equation

To numerically approximate a solution for the advection equation , the
semi-discrete KT scheme is used to spatially discretise the divergence of the flux
and a RK 2" order scheme is used for the temporal discretisation. A constant
step size is used throughout the scheme for each of the spatial coordinates,
with the same grid points used for the KT scheme as were used in the central
difference discretised pressure PDE (with the addition of new ghost points).
Figure [33| displays an illustration of the (spatially discretised) numerical grid
used to solve the equations with these two schemes.

The KT scheme assumes that at some initial time ¢g, a piecewise continuous
linear polynomial based upon the initial data at the specified grid points is
fitted, and the cell averages of this known. The fundamental idea begins from
Godunov’s seminal work where an evolving discontinuity at a cell boundary
can be considered as a local Riemann problem, with Riemann fans (waves of
rarefaction) joining the initial discontinuities in the data [34]. The KT scheme
proceeds by temporally integrating the (averaged) conservation law along a
time step and then spatially integrating the known solution at ¢ty over a cell
at the regions occupied by the Riemann fans and the remaining cell separately.

Using quadrature methods to approximate these integrals allows for the cell
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averages solution at the next time step to be constructed using a piecewise
linear representation to combine the solutions in the separate cell regions.

The KT scheme is spatially 2" order accurate which offers no discernible
advantage over other schemes such as, for example, the relaxation scheme [40]
and Nessyahu-Tadmor (NT) scheme [65]. However, its advantage comes from
two main parts: the lack of explicit dependence of numerical viscosity on the
time step, which makes the KT scheme more appropriate for convection-type
problems than the NT scheme which has a ﬁ dependence and, thus, encoun-
ters problems over small-time steps; ease of implementation, for example the
relaxation scheme requires the addition of a source term involving a small, user-
defined relaxation parameter. The KT scheme also has a 3" order accurate
extension, which uses higher order polynomials to interpolate between the so-
lutions in the separate cell regions [49].

We note that we have source terms appearing in the advection equation (461])).
As source terms were not included in the original KT scheme derivation, they
must be included as an extension to the original scheme. Here, the source terms
are spatially discretised following a method used for a similar scheme in [64].
Doing so, it can be found that source terms are included in the semi-discrete

KT scheme through the terms’ evaluation at the current grid point.

Implementation

We will write the spatially discretised pressure equation (460) and advection

equation (461)) in the form

0=G (po, OzOJ) s (501)
dOéoJ

=F 502
dt (p07 O-/O,l) ) ( )

which we can represent as the system

i O . G (p07 OKOJ) (503)

a1 F (po, ;1)
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where GG and F' represent terms spatial discretisation of and , respec-
tively, through central differences and the KT scheme. Both arguments py and
ap, have a dependency on ¢. In the following exposition, we will suppose the
time step is the same At > 0 throughout the numerical solution. This allows
the notation of superscript (k) to denote a quantity at time ¢t = kAt (after
temporal discretisation).

To solve the system in a segregated manner, we begin at t9 = 0 and specify

the initial oz(()ol) profile as the zero profile via the initial condition (463[). The

value of ag; at the inlet grid points given by the time-dependent boundary

condition 1} Next, we denote fg = to + % and time step to t; = to + At.
Now, with the aforementioned RK discretisation, we perform the predictor

step (the backward Euler method) for the intermediate solution, denoted by *,

of o to arrive at the system

T (50
oégfll) O‘(()fl) + At [F <p(()to)’ a((f?)ﬂ

These equations can be solved sequentially due to the quasistatic nature of the

(to)

pressure equation and the explicit time stepping. In detail, since we know oy ;”,

we can rearrange the linear equation
G (p((fO), agfg)> —0, (505)

into a matrix equation of the form (500). This can then be solved to find the

(to)

value of py~’ after the local solutions have been computed at all grid points

(to)

using ay ;. With this, we can calculate

—_~—

a(()fll) = a(()f?) + At {F <pét0), a((]t?))] (506)

’
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in a straightforward manner. The corrector step then uses the computed so-

(t1)

lution ag;” to calculate an improved solution at ¢;. Specifically, we have the

system
O chead
) | 7|1 o), 1 () aw a1l B
o) gl + 3ol + 4 | (o670l

The method for solving the system (507)) is identical to (504): as we know

—_~—

(t1)

ag; , we can solve the corresponding local problem at all grid points so that

we can solve

G (péf”, aé’*?) =0 (508)

(fo)

for py~’. This lets us calculate
1 1 At ) ()
apt’ = 5007 + 5001 + 5 [F <p§f°>, aéti))] (500)

at all grid points.

We remark that the region of the boundaries on z = 0, h,, where fluid enters
the grinding zone are unknown a-priori, so it must be determined using .
To determine where these regions occur so that boundary conditions and
can be applied, the local solutions must be calculated at all boundary

grid points.

Once the predictor step is complete, p((]tl) is found by calculating the local

(t1)

solutions using «;” and the RK scheme is repeated. The 12 norm of the relative

(t1)
N

approximation difference for the two recently found ay;”’ is then calculated, and

this process is repeated until the error is below a tolerance. That is, iterations
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(t1)

0,l,current and

are performed until two subsequent solutions at t; are found, «

Gy such that

0,l,previous’

(t1) (t1)
||a0,ll,current T aO,ll,previous|’12 .
| |a07l7current| |l2 Z (a((),ll,)j,CUTrent>

2
(t1) (t1)
%: <a0,l,j,current - aO,l,j,previous

(510)

where subscript j denotes the value at grid point j of the corresponding approx-
imation. Relative convergence is usually achieved after the first two predictor
steps are undertaken.

The procedure following the specification of the initial o distribution above

can be repeated until the desired final time is reached.

5.8.3 Local to Global Coupling

The main complexity of the homogenised system lies in the two-way coupling
of the governing equations: coefficients in the global problem depend on the
averaged local solutions, which themselves depend on ag;. Consequently, how
this coupling is handled will be a major part of the numerical scheme.

In the local problem, we observe that each local problem is distinguished by
three factors: the geometry, the slip length, 53, and the volume fraction, Qg
Thus, if the physical system is specified, the only parameterisation of each (inde-
pendent) local problem is through o ;. In addition to this, the coupling of the
two systems is manifested in the global problem only through the microscopic
velocity averages appearing as coefficients. Acknowledging these two features,
the numerical procedure begins with the initialisation of all physical parameters
in the problem, e.g the radius of the wheel, velocity of the wheel, slip length.
The local problem is then solved for a range of values of o between [0, 1], with
a greater density of sampling points in regions where the microscopic velocity

solutions experience relatively large changes.
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Figure 34: Flow chart graphically demonstrating the numerical procedure for
finding solutions to the homogenised system.

The intention of pre-calculating local solutions is that we will be able to avoid
the extremely computationally expensive procedure of iterating solutions back
and forth at every grid point in the global domain. Instead, we can determine
the global problem’s coefficients (which consist of averages of the microscopic
velocity components) for a specified ag; by interpolation of the pre-calculated
averages of the microscopic velocity components. Such a method would not
be suitable in situations where the local flow was highly chaotic or displayed a
large degree of sensitivity to perturbations in aq, for example, if the local flow
exhibited effects such as the Rayleigh-Taylor instability or was dominated by
turbulent effects (see [27] for further details on the Rayleigh-Taylor instability
or more examples of unstable flows). However, for the current Stokes flow
we consider, these inertial phenomena are not present in the flow and pre-
calculating the local solutions is appropriateﬂ

Concentrating on the global problem, the solution of a local problem is re-
quired at every grid point in order to determine the system. By interpolating

the value of the average of the local solution, based on the numerical approxi-

In fact, for the inertial problems that are considered later on in this thesis, the local flow
showed no extreme sensitivity to perturbations in ag; there either.
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space_element_velocity = df.VectorElement("Lagrange", mesh.ufl_cell(), 2)

space_element_pressure = df.FiniteElement('Lagrange", mesh.ufl_cell(), 1)

mixed_element = df .MixedElement ([space_element_velocity,
space_element_pressure])

mixed_space = df.FunctionSpace(mesh, mixed_element, constrained_domain =
boundary.mesh_periodic_boundaries())

F1 = df.inner(ns_f.stress(trul, trpl, alpha_val, mix_visc), \

ns_f.strainRate(tevl))*dx + teql#ns_f.divergence(trul)*dx \

+ df.inner(f1, tevil)#*dx

al = df.lhs(F1)

L1 = daf.rhs(F1)

df .solve(al == L1, soll, bcsl)

Figure 35: Short Python code showing the polynomial space setup and weak
formulation definition for Stokes flow. The ns f module contains
user-defined differential operators which act on the microscopic co-
ordinate system, X.

mation of g ; from the initial condition or found with the KT and RK schemes,
the coefficients can be specified and the global problem can be solved. Figure

presents a condensed illustration of the numerical scheme outlined here.

5.8.4 Finite Element Method Solver

To solve the discretised system arising from (484)) and , we use the FEM
package FEniCS [13]. Once FEniCS has been given a mesh, we are able to
setup pre-built polynomial spaces over the mesh simply by calling a function in
the FEniCS library, dolfin. The weak formulation must then be implemented.
Although standard differential operators are built into FEniCS, our local prob-
lem involves scaled differential operators which must be implemented ourselves.
A short representative snippet of our FEniCS code that sets up and solves the
discrete Stokes problem is shown in figure [35| The ns_f module contains the

differential operators acting on X.
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Figure 36: Two views of the surface mesh for a mesh used in simulations of the
local problem. The four-fold rotational symmetry is clearly exhibited
on the surfaces.

5.8.5  Local Geometry Meshing

Focusing on the geometry, the meshes that were generated generally had ro-
tational symmetry of order four as well as two planes of reflection symmetry
and were formed of three distinct parts: a structured boundary layer mesh, a
dense unstructured mesh surrounding the contact point and a relatively coarse
unstructured mesh further from the top surface (remembering that the problem
was posed such that the workpiece is stationary). The sub-slip length size of
the elements in the dense meshed region around the contact point ensures that
any flow features due to the slip condition are fully resolved there. Figure
provides two views of the surface mesh for a mesh used in simulations of the
local problem. As a reference, this mesh with Taylor-hood elements resulted in
1.1787 x 10° degrees of freedom to solve for.

The surface integral over 9Y} is separated over the four individual faces and
each are evaluated with Gaussian quadrature using sampling points in the faces’
interior [73]. Doing so avoids the evaluation of the unit normal at points where
it can not be uniquely defined. All geometries and meshes were created using

the open-source software Gmsh [33].
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(b) [w] (c) wsl

Figure 37: Visualisations of the magnitudes of the microscopic velocity solu-
tions wq, w1 and ws at the surface of the local problem’s domain.

5.9 SOLUTIONS

In this section, we will analyse both local and global solutions across the pa-
rameter space. For the purposes of comprehension of the local solutions, we
present figure which shows the microscopic velocity solutions’ magnitudes
at the boundary of the local problem’s domain. We emphasise the similarity
of |wi| and |ws|: due to linearity of the governing equations and symmetry in

the geometry, w; and ws are rotations of each other.

5.9.1 Effect of Gap Size

In order to investigate the effect of the space between the abrasives and the

grinding wheel, we begin by looking at results of the local and global problem
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Figure 38: Graphs showing how the magnitudes of the microscopic velocity

averages are affected by the choice of slip length, 3, as shown

1.92 x 107° 5
= 125x 107" and
153 x 102 D10 an

hy = 0,2.5 x 10755 x 107! and 1 for the first, second, third and
four row graphs, respectively.

in the legend. Here, pmiz =
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when the abrasives, i.e. the local geometry, approach contact. To study this, we
denote, in the unit cube, the apex point of the pyramid geometry by 0 < h,, < 1.
As hy decreases, the slant of the pyramid inside the unit cube will decrease.
We recall from that the scale factor, hy, reduced the peak of the pyramids.
Using , we can give a formula for the abrasive’s boundary location in the

unit cell as
B(é,z):hp[1—<\9—z\+]z+é—1\>]. (511)

Figure presents results for the magnitudes of the microscopic velocity
averages at h, = 0,2.5 X 1071,5 x 107! and 1, in that respective row order.
Only results for <('wo)h>YX and <<w1>E>YX are presented since w; and ws are
equivalent by linearity of the Stokes equations. We remark that the geometry
of h, = 0 is simply the unit cube. This causes remarkably different behaviours
in the solution as h, — 0 in comparison to h, = 0.

Focusing on hy, = 0, there appears to be considerable flow across the cube’s
axes at low o, and this flow is more pronounced for larger slip lengths. How-
ever, it must be remembered throughout the analyses of these solutions that the
influence of <<w1>h> " and <<w2>B>YX on the macroscopic velocity, Uy given
by , is through a multiplicative relationship with their respective pressure
gradient. As such, it is not possible to comment on the effect of w; and w2 on
the global transport of g ; without knowledge of the pressure gradients, which
we must solve the global problem to find.

Once the local geometry involves a protrusion on the moving surfacﬂ, the
local flow behaves very differently. Looking at the second row of figure [38] we
see that the value of the slip length can have a large effect on <<w0>B>YX,
and therefore on the transport of the grinding fluid through Uy. At small slip
lengths, however, <(wg>B>YX appears to deviate relatively negligibly from the

no-slip solution in comparison to larger slip lengths. Interestingly, larger slip

lengths seem to induce greater local flow. We will comment on this aspect of

2 In the physical problem
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Figure 39: Plot of the magnitude of the average microscopic velocity due to

<<wO>E>YX

6 x 1071, The slip length is taken to be large, i.e. 5 = 1 x 105, to
mimic the behaviour of the solution in the full slip limit, 5 — oo.

shear, , for different pyramid heights, hp, at ag; =

AR R\YX
the flow shortly. As before, the magnitudes of <<'w1> > and <<w2> > are

much larger (by three orders of magnitude) than the magnitude of <<w0)ﬁ> :
at low apg .

These behaviours observed in the local solutions at h, = 2.5 x 10~! are also
seen when h, = 5 X 107" and 1, i.e. at contact. In fact, recalling that the flux

A\ Yx\ !
in the advection equation (461)) is multiplied by a factor of (1 — <h> X) , 1t

can be noticed that as the gradient of the pyramid becomes steeper, there is a
larger flux of ag; along the grinding zone due to the shearing of the grinding
wheel. This is a behaviour that could not be reliably predicted under the
lubrication approximation due to the inherent low-slope assumption on the
boundary profile.

In figure 39] the magnitude of the average of the microscopic velocity due to

Yx

shear, |(wg)

, is presented for hy, € (0,1]. The slip length has been taken
as B = 1x 10° in order to infer information of the local flow for 5 — co. As
we can see, there appears to be a linear decrease in ’(wo)YX ‘ with increasing

A\ Yx\ !
hp. In fact, if the presented values are multiplied by (1 — <h> X) , as it
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appears in the flux of equation , the speed that ag; is advected through
the grinding zone is 1. In contrast, looking back to the first row of figure |38,
the slip length does not appear to influence ’('wo)YX ‘ This aspect of the local
flow is surprising, though it can be explained. A change in the slip length for

the channel geometry must still conserve the mass flux, but the velocity profile

will change. As a protrusion appears, we expect the same behaviours to occur.

However, as a consequence of the no-penetration and full-slip conditions, flow is
induced around the pyramid by the inability of fluid to penetrate the pyramid
walls. Due to full-slip, the flow profile is constant through the domain. This is
unseen in the channel geometry due to the planar boundaries.

The case where hy, = 0 corresponds to the smooth boundary profile that we

considered in Chapter . Looking at the first row of figure , (w

Y-
0~ ‘ =
5 x 107! for all sampled ap, and 3. Comparing ‘('wo)YX’ to the flux that was
predicted under the lubrication approximation, Q*, in figure we observe

that the homogenisation results suggest that under the homogenisation limit

we are in the § — oo limit. We recall that
d
§=_—<=2— (512)

denotes the ratio between the depth of cut, d., and the representative distance
between the grinding wheel and workpiece, hy. In the § — oo limit, the results
for the shear and pressure gradient-induced flux components from figure [26{and
27] respectively, suggested that the transport of the grinding fluid was solely
driven by the shearing of the grinding wheel. Meanwhile, the transport of the
grinding fluid due to the pressure gradient was negligible. This was true for all
values of the slip length, 5. We emphasise that as we have prescribed ap, in
the local problem here, we have not yet considered the global problem. Hence,
we have not used the assumption of negligible pressure difference across the
grinding zone, i.e. boundary condition (464]), supporting the claim that this

flow is shear-dominated.

142



5.9 SOLUTIONS

%1071
5
100
< =
)-C/\ = g x—>\
s Y 5 107
= =~
gl 1072’7\\\\\\\\H‘\H‘\H‘i
0 02 04 06 08 1 0 02 04 06 08 1
Q. @o,1

Figure 40: Graphs plotting magnitudes of the microscopic velocity averages
against volume fraction.

5.9.2  Velocity Components

To evaluate how the microscopic velocities wi and w- influence the transport
of the grinding fluid in the grinding zone, we must solve the global problem for
the pressure distribution. Both local and global problems will now be solved
and the behaviour of the three constituent terms of the macroscopic velocity,
Uy, will be probed.

In figure [0, we present results for the magnitudes of the microscopic velocity

averages for different o ; with the parameters taken as

0y = 4.59,
he = 6.67 x 1072,
£ =6.67x1074
6 =1.2x10%, (513)

Limiz = 9.09 x 1073,

T
HT_Ea
f=1x107°.

These are parameter values for a creep-feed grinding regime with a low viscosity
grinding fluid. The results are similar to those seen previously in figure [3§] for
small 3.
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Figure 41: Graphs showing the volume fraction, g, and pressure, po, at ¢t =
6 x 1072, given in (a) and (b), respectively, and at t = 1.2 x 1071,
given in (c) and (d), respectively. Here we have translated the 6
coordinate by — (37” — 90) with 6y ~ 4.59.

In figure the global solutions of the volume fraction, o , and pressure
distribution, pg, are presented at t = 6 x 1072 and 1.2 x 107!, subject to
ap = 8x 1071, We remark on the absence of grinding fluid along one side
of the grinding zone. This is a facet of the flow which could have substantial
consequences on the efficiency of the grinding process. We will return to this
in greater detail later on.

We see that for these parameter values, pg is considerably different to the
pressures seen in solutions under the lubrication approximation, e.g. those in
figure While previously there was a constant pressure gradient across the
grinding zone, that is missing here. It is likely that due to our assumption of
the high shear limit with zero pressure gradient across the grinding zone, in the

homogenisation limit the small scale pressures generated around the abrasives
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Figure 42: Graphs showing magnitudes of the means for the terms comprising
the macroscopic velocity, Up, against time as the grinding fluid is
transported further into the grinding zone in a creep-feed grinding
regime. The plots for two different viscosity fractions are presented,
with these values indicated in the legend.

are smoothed out. Hence, the values we have for the pressure are at the order
of magnitude of numerical error.

Despite these negligible pressure values, it is worthwhile to look at how the
magnitude of each term comprising the macroscopic velocity, Uy, varies during
the flow. To this end, figure 42| presents the values for the magnitude of the
mean of these terms for the low viscosity grinding fluid with parameters spec-
ified by (513), and a higher viscosity grinding fluid with i = 1.43 x 1073,
The mean is taken over the macroscopic flow domain, €). We see from the
graphs that the small pressure across the domain results in <(w1>E>YX %

Yx

N o\ Yx
h % having much smaller contributions to Uy than <'w0)h> :

ARG ARG’
Overall, <<'w1> > 3 and <<w2> > 2 are also on the
mean mean

scale of numerical error.

and <<w2>
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Figure 43: Graphs showing values of the macroscopic velocity’s constituent

terms as the grinding fluid is transported further into the grinding
zone in a surface grinding regime.

These results suggest that pressure fluctuations across abrasives are not large
enough to affect the pressure across the grinding zone, with any pressure fluc-
tuations averaged out by homogenisation. The results for both grinding fluids
indicate that negligible pressure change across the grinding zone is observed
regardless of the particular grinding fluid used.

In figure [43] we plot the magnitudes of the means for each term comprising

the macroscopic velocity, Uy, with the parameters

£ =28.33x1077,
§=8x1071,
(514)
97":17
16

f=8x10""
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Figure 44: Graphs showing values of the macroscopic velocity’s constituent
terms as the grinding fluid is transported further into the grinding
zone.

The solutions for two sets of viscosity fractions are plotted: one with i, =
9.09 x 1073; the other with fnie = 1.43 x 1073. These are parameter values
one would expect from a surface grinding regime with a low viscosity grinding
fluid and high viscosity grinding fluid, respectively. It is evident that the same
behaviour of <<w1)E>YX % and <<w2)E>YX % is observed in this grinding
regime also. This supports the claim that we are in the high shear regime
where transport across the grinding zone is primarily due to the shear-induced

microscopic velocity, wg, which dominates over the negligible flow due to the

macroscopic pressure gradient across the grinding zone.
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Figure [44] extends the parameter values away from these two specific grinding
regimes and plots the magnitude of the means for each term comprising Uy. We

take the parameters

e =6.67x107%
§ =4,
Limiz = 1.25 % 1073, (515)
6, =0,
f=13x10"2

The graphs support the view that the shear-dominated aspect of the flow is
characteristic of the grinding process, not of particular grinding flow regimes.
Before proceeding, we remark that in our problem formulation from Section
5.4, we assumed homogeneous pressure boundary conditions on the grinding
zone boundaries. The justification was that in Chapter 4] we observed that
shear effects were primarily driving the flow. A next key step of the work
on the Stokes flow homogenisation is to consider the full problem without as-
suming homogeneous pressure boundary conditions. To this end, a first order
approximation could use pressure values from empirical measurements or those
from a suitable model, for example, pressure values from Chapter [} A more
rigorous approach would require the treatment of the flow outside the grinding
zone. One option is to consider artificial boundaries around the grinding zone.
Outside of the grinding zone, the Navier-Stokes equations would hold, with a
rough boundary that represents the grinding wheel’s surface. Within the grind-
ing zone, the homogenisation approach from this chapter would be followed. At
the artificial boundaries, continuity of flow variables would couple the systems.
This inclusion of nonhomogeneous boundary conditions in the Stokes flow
homogenisation model will be left for future work. In the next section, we
look to extend the analysis we have done here to a realistic flow regime: in
particular, when inertial effects are considered in the flow. So far in this thesis,

we have neglected inertial effects inside the grinding zone. However, in reality
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the Reynolds number is too large to neglect such terms in the homogenised
regime, and we go into the next section with a view to include such effects in
the local flow problem. To this end, we will build on everything we have learned
so far of the flow inside the grinding zone with the goal of capturing a more

accurate understanding of the transport there.

5.10 INERTIAL EFFECTS
5.10.1 Introduction

In the previous section, we considered the flow with viscosity effects dominating
over inertial effects; specifically, we analysed a Stokes flow regime. In reality,
the local Reynolds number, Re;, over a single abrasive can have a typical value
of 103, as we saw in ([326)). Thus, it cannot be expected that the Stokes approx-
imation will provide an accurate description of the flow. In order to attempt to
fully understand the transport of grinding fluid in the grinding zone, we must
consider nonlinear effects in the flow. We recall assumption (53|) which states

that the (global) Reynolds number, Re, satisfies
Re=0 ('), (516)
therefore
Re; =cRe=0(1). (517)

To include inertial effects, our problem formulation is as before, with the
governing system given by ([340])-(347]) and the equation governing conservation

of momentum

Pm (%’; +u- Vu> = —Vp+ V- [ (Vu+ (Vu)')]. (518)
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We denote the density of air by p, and the density of the grinding fluid by p;
with
Pyg

e = ——. 519
Pmizx o) ( )

The multiphase turbulent tensor term arising from the volume averaging has
been omitted in equation . This is not without consequence for capturing
the interaction dynamics between the two phases, and turbulent aspects of the
flow are lost. However, it is not expected that the ambient air will greatly influ-
ence the broad transport of grinding fluid once it has reached the grinding zone
in this strongly shear-induced flow. Further, the choice of the most appropriate
turbulence model for such complex geometries would not be trivial: to include
a turbulence model which has not been calibrated or shown to apply in flows
similar to our local flow risks the loss or inaccurate predictions of important

flow details.

5.10.2  Homogenisation

Although the equations we are now considering have a similar form to those in
the Stokes regime, the nonlinearity of the inertial term in introduces con-
siderable complications to the homogenisation procedure. Due to this nonlin-
earity, the derivation of local and global problems is considerably more difficult
than the Stokes equations. By taking the characteristic pressure as before, i.e.
(356)), we find that we can no longer separate the governing Navier-Stokes equa-
tions into appropriate local and global problems following the substitution of
the macroscopic variables for microscopic variables with a macroscopic pressure

gradient factor, i.e. (425)) and (426)).

In the related field of pressure gradient-driven flow in porous media, previous
research has been conducted into extensions of (425)) and (426|) when inertial
effects are present in the flow. We refer the interested reader to: [63] for the

proof that inertial terms do not affect the form of the local problem, Darcy’s
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law, when Re; = O (¢") for n > —1 as ¢ — 0; [83] for an empirical extension
of Darcy’s law when e3 < Re; < 1, as € — 0, and references herein for an
overview of extensions in other regimes.

Other approaches have been followed in porous media flows which allow for
local and global problems of the Navier-Stokes equations to be derived in a few
specific geometries, for example, a domain covered by cells that have a suitably
small circular hole in the centre [6]. Unfortunately, a general result has not yet
been discovered for either porous media flows or shear-driven flows.

In spite of these difficulties, we are able to find a way forward by seeking
shear-dominated solutions. As we previously saw in the local equation ,
the system of equations involves macroscopic pressure gradients which act as
forcing terms, influencing the flow to move from regions of high pressure to
areas of low pressure. This term would be expected to appear, and be the
dominant transport mechanism, in flows which are not induced by the shearing

of boundaries: blood flow through thin blood vessels [77] and flow through

fractured medium [89] are just two examples of these pressure-driven flows.

However, for the high-speed flow during grinding, the flow is primarily driven
by the dragging of fluid against the spinning wheel due to the force exerted from
wall shear stresses. As such, we postulate that the flow induced by macroscopic
pressure gradients is a small perturbation relative to the flow that is induced
from the shearing of the grinding wheel. Indeed, recalling, for example, figures
27 and[42] the influence of the macroscopic pressure gradients on the flow appear
to be small.

Based on this recent discussion, let us adjust the characteristic pressure scale

to instead be

Hy Vw

P =
hg

. (520)

As we will see, this causes the macroscopic pressure gradient term to no longer

be in the leading order microscopic equations. This will allow us to derive
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suitable local and global problems which are able to capture high Reynolds

number inertial effects.

In contrast to the characteristic pressure taken in the Stokes regime, given by

(356)), this pressure scale is small. Aside from the choice of pressure scale ((520)),

the nondimensionalisation procedure remains identical to the homogenisation

of the Stokes regime. The nondimensional variables are given by (350, (352)),

(354), (355) and (357). The local unit cell domain, Y, and global domain, €),
are given by (383 and (467]), respectively. The asymptotic expansions we take

for u, p, oy are given by (404))-(406)), respectively. To avoid repetition, we will

omit details and simply state the equations that we obtain. Notably, we assume

(423) again, i.e. the volume fraction is independent of the microscale.

5.10.3 Local Problem

We denote the leading order mixture density by
po.m = o+ (1 — o) pmia-
At O (1): is
Reipo,muo * Vxug = —Vxpo+ pomVx - (VXUO + (VXUO)T) ;
(1340) is
Vx - ug=0;
(1341]) is

VX . (Ozo,l’u,()) =0.

(521)

(522)

(523)

(524)

152



5.10 INERTIAL EFFECTS

At O (c), (BTT) is

(90407[
ot

+ Vg (0407111,0) +Vx- (OzoJul + auuo)

~ |5 (Faauuno) + T o5 (Carso) sins+ o (i)
oF T 1 Ur,0 \/5 ae_ Q,|Uz,0) S K GE Q,jUz,0) COSK .

(525)

At O (1), we find that the slip boundaries conditions (343) and (344]) give

ug + €y = QB/LQ’m’n -Ey- (I —nn) on 7 =h, (526)

uy = QB,uO’mn -Ey- (I —nn) on7 =1, (527)

T
where Ey = % (VXu() + (Vxug) )
As the only macroscopic influence on the local flow in equations (522)) and
(523)) comes from the parameter o which alters the (unit cell-constant) density

and viscosity, we can express the microscopic velocity as
Uy = U (X; 05071) . (528)

Writing the velocity as (528) highlights the shear-dominated aspect of the flow
and the absence of macroscopic pressure gradients driving the flow, when com-
pared to the velocity in Stokes regime (425). We emphasise that wug is still a

function of macroscopic variables through the macroscopically varying pig ,, in

equation (522)).

Our local problem is therefore to solve

Reipomuo - Vxuo = —Vxpo + pomVx (quo + (VXUO)T> ;o (529)
Vx - ug= 0, (530)
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in the unit cell Y subject to the periodicity conditions

ug (7,0,2,0,2,t) = up (7,60,2,1,2,t), (531)
po (7,0,2,0,2,t) = po (7,0,2,1,2,t), (532)
ug (7,0,2,0,0,t) = ug (7,0,2,0,1,¢), (533)
po (7,0,2,0,0,t) =po (7,0,2,0,1,t), (534)
and the slip boundary conditions
uo + &9 = 2B mn - Eo- (I —mn) on7=h, (535)
uy = QB,uOMn -Ey-(I—nn) onf=1. (536)
5.10.4 Global Problem
The domain and boundaries of the global problem are given by
QO =1{(6,2):0¢€ (6p,hy),z € (0,hy)}, (537)
Tin = {(6,2) 10 = 3;,2 € (O,hw)}, (538)
Lout ={(0,2) : 0 =100,z € (0,hy)}, (539)
I, = {(9,2) 10¢€ (90, 3;) = {O,hw}}, (540)

respectively.
Similarly to (442)), using (528) we obtain the leading order macroscopic ve-
locity, Uy (6, 2, ), as

Uy = {fua)) (541)
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The leading order macroscopic pressure, Py (6, z,t), is now found from the

average

Ro= (i) (542

By averaging boundary condition (345]) over Y, we get that at leading order,

A A A

Py=0 onl;ulyUls. (543)

To obtain the global problem, we average equation (525]) over Y. Following

the derivation in Section [5.6] we find that we have the same form of equation

(56)). Namely, on Q) we have

<<f (9uz’0 sin k + auz’o COS K '
V2 \ 90 0z ’

subject to

apy =0 on Q) att=0, (545)
01 = ap on [, where Uy -n > 0, (546)
ag; =0 on [y UTs where Uy - n > 0. (547)

Thus, we have obtained a closed system of equations. The local problem
we solve for the microscopic variables ug and pg is (529)) and (530]) subject to
the periodicity conditions (531))-(534)) and slip boundary conditions ((535]) and

(536). The global problem we solve for the macroscopic variables Uy, Py and

ap, s (541), (542) and (544)), respectively, subject to (543), (545)-(547). The
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time-dependent global solution will give us the (shear-dominated) transport
behaviour of the grinding fluid.

We remark that the absence of macroscopic pressure gradients mean that
boundary conditions on the macroscopic pressure are no longer needed. Hence,
condition is not a boundary condition in the global problem, unlike the
equivalent boundary condition in the Stokes regime. However, condition
still manifests in the homogenised system. To see this, we note that due to the
boundary conditions of the local problem, the local solution of py on a unit cell
is defined up to an arbitrary constant. In order to fix the pressure value, we
could additionally impose that the mean value of the pressure is a constant, for

example, 0 via

/Y podY = 0. (548)

Condition (H48) can instead be written as

<<po>ﬁ>yx —0, (549)

which is the same condition as . Therefore, boundary condition ap-
pears in the inertial homogenised problem by specifying the arbitrary constant
of the local pressure in unit cells located at the boundary of the macroscopic
domain.

Furthermore, condition (548)) on the local problem is a means to satisfy the
assumption of negligible pressure gradient across the domain in the inertial
regime. By fixing the mean pressure value of every unit cell as 0 via the local
problem, we satisfy both and the implicit assumption that V,FPy = 0.
For the problems considered in this thesis, it is not necessary to impose
on the local problem in the inertial regime due to the macroscopic pressure not
appearing in the global problem outside of . Hence, as this will not affect
our analysis, all pressures on local problems will be solved up to an arbitrary
constant. In future work, it may be necessary to impose on the local
problem depending on the form of the global problem.

156



5.11 INERTIAL LOCAL PROBLEM NUMERICAL SCHEME
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Figure 45: Streamline visualisations for local inertial solutions of wq at increas-
ing microscopic Reynolds number, Re;, as given in the relevant cap-
tions. The appearance of vortices in the flow at non-zero Reynolds
number is highlighted in (c).

5.11 INERTIAL LOCAL PROBLEM NUMERICAL SCHEME

The discrete formulation of the local problem follows similarly to the Stokes

problem in Subsection [5.8.1, However, the weak formulation is now nonlinear
in ug. The discrete formulation of the inertial local system ((529)-(536]) is now:

find ug,p € ‘/h,2,pera Po,n € Qh,l,per such that

C1? (o p, vn; o) — Af, (wo p, i 0,1) — B, (vn,pon) = =15 (v),  (550)

By, (wo.n, qn) =0, (551)

for all vy, € Vi, 2 pers h € @h.1 per, Where ag; € L™ () and the spaces Vi, 2 per

and Qp1 per are given by (482) and (483)), respectively.
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In (550) and 1’ the forms Aj, B}, 5 ), are given by 1)1) respec-
tively, and C}'® is given by

Cr® (wo,n, vp; o) = /Y Reipo,muo,n - Vxugp - vpdY, (552)

with po.m = oo + (1 — aoy) Pmia-

As with , the impermeability condition is enforced by regularisation
with the resistance condition via . The velocity we solve for is taken in a
frame of reference where the pyramid is stationary, as in (495|).

Due to the nonlinearity of C}'* in uy j, the numerical scheme is not identical to
that for the local Stokes problem. The problem is linearised through Newton’s
method and the resulting linear system is directly solved via LU decomposition.
We perform continuation of the solution on Re; by making incremental increases
in Re; to alleviate issues related to divergence of Newton’s method at high Re;.
This is done by using the solution for the previous increment of Re; as the
initial guess for Newton’s method at the current Re;. The initial guess for the
first Re; uses the solution to the linear Stokes problem which does not require
Newton’s method to solve.

Regarding the computational domain, similar meshes to figure [36| are used.
However, in the meshes for the nonlinear problem we ensure that the distribu-
tion of degrees of freedom is concentrated closer to the moving wall. We do this
to capture small scale boundary layer and inertial effects associated with non-
zero Reynolds numbers. Between 1.8 x 10° and 1.9 x 10° degrees of freedom
were solved for on the meshes we used.

For the solution to the global problem given by the advection equation (544)),
the scheme is presented in Subsection [5.8.2] It is no longer required to solve an

equation for the pressure distribution.
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5.12 INERTIAL SOLUTIONS

In order to gain a basic understanding of the local flow solutions at higher
microscopic Reynolds numbers, Re;, figure [45| presents the streamlines of the
velocity solution at various Re;. As we expect, the Stokes solution where Re; =
0 behaves as a slow, viscous fluid flow around the pyramid. However, the
flow becomes increasingly complex as Re; increases. While large regions of
circulation can be spotted in (b), the streamlines in (c) show considerably
irregular behaviour. In addition, small scale trailing vortices are seen to be
generated at higher Re;. Although these small scale flow structures would not
be seen on the macroscopic scale, the flow on the macroscopic scale is driven by
averages of the local flow. Hence, possible consequences such as flow stagnation
or unexpected changes in the direction of the flow may be experienced on the
macroscopic scale.

Thus, from figure 45| it is realised that there are highly complex flow patterns
which arise for non-zero Re;. As the flow around each abrasive will occur at a
non-zero Re;, it is important to understand what factors, and how much they,
affect the flow behaviour. Hence, the aim of this section will be to find out how
the flow, and therefore the transport of grinding fluid, is affected by changes in

the parameter space.

5.12.1  Curvature Correction Terms

To begin with, we return to expression in order to find out how these
curvature terms affect the global transport. In order to examine the behaviour
of I in a slip regime, we consider different geometries of skew pyramids, as shown
in figure [46] This study is motivated by the appearance of partial derivatives
of h in the surface integral , noting that the surface integral of the partial
derivative terms alone would be 0 for a symmetrical geometry. Alongside this,

motivated by the velocity difference term in (476)), we will look at the effect of
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€0

Figure 46: Illustration of the unit cell of a skew pyramid. The skew factor,
calculated as 5 x 1071 — S, is a measure of the deformity from a
regular pyramid along the diagonal dashed line.

changing the slip length. The intent of studying both of these is to understand
which of the terms in primarily affects the magnitude of the curvature
terms: is it the symmetry of the local geometry (i.e. the partial derivatives
of h) or the velocity difference due to slip? We choose to present values of
these terms from solutions in the Navier-Stokes regime as greater insight can
be found.

We define the skew factor as 5 x 1071 — 5,0 < S < 5x 107!, The skew
factor is a measure of the deformity that the skew pyramids exhibit towards
the corner with microscopic coordinates at # = 1,0 = 1,2 = 1, compared to a
regular pyramid with tipat 7 = 1,0 = 5x 1071, 2 = 5 x 10~!. For the purposes
of investigation of these local terms, we consider only liquid, i.e. ag; = 1.

Graphs of the values of the curvature terms comprising I are plotted against

the local Reynolds number, Re;, in figures and for various slip lengths
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Figure 47: Graphs showing how the curvature terms in the inertial regime are
affected by the slip length, 5, with these values shown in the legend.

1.92 x 107°
x ~1.25 x 107% and 6, = .

H =
G Hmiz = 97587 102

and skew factors, respectively. For the results we present here, we take the

parameters

ag; =1,
Pmiz = 1.41 x 1072,
(553)
Limiz = 9.6 x 1072,
T
br = 1o

In figure [47] the solutions are presented with S = 0, i.e. symmetry of the ge-
ometry. We immediately make the observation that the no-slip solution has zero
values for the curvature source terms, as we noted from (476)). For non-zero slip
lengths, the terms take non-zero values, with the largest terms typically coming

from the solutions with 3 = 1 x 10~!. Despite this variance in magnitude of
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Figure 48: Graphs showing some values of the extra curvature terms seen in the
global problem. The first row is solutions for 5 =5 x 1072 and the
second row 3 = 1 x 10~!. The line colours represent different slant
values, with the legend in the top right specifying the colour-to-slant
correspondence.

the terms, the plots for each 3 show the same behaviour across Re;. The terms
appear to become non-zero as the flow regime transitions from no-slip to slip,
and then tend back towards 0 in the large-slip regime.

3 X
Figure |48 presents values of the two curvature terms <<889 (fuz’0)> > and

_\ Yy

h
<<§2 (fuz70)> > for various values of S, shown in the legend. The results

in the first and second row are plotted for slip length 8 = 5 x 1072 and § =
1 x 1071, respectively.

Comparing the results with the two slip lengths, different behaviours of the
terms are seen for increasing Re;. In particular, the terms appear to increase
for larger Re; with the smaller slip length while the opposite situation occurs
for the larger slip length. Comparing the results for different values of S, we

see similarity between the behaviour of the curvature terms. For increasing
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Re;, the terms are of the same magnitude and have the same shape. Thus, the

asymmetry of the local geometry appears to have a much smaller effect on the

curvature terms in comparison to the effect of the slip length on these terms.
As a final remark, we see from figures [A7] and [A§] that the largest magnitude

a curvature term takes (in the presented solutions) is roughly

~ YX

<<a(g‘2~%0)>h> ~ 8 x 1075, (554)

Hence, we can conclude that, although small, these source terms have a non-
negligible effect in a slip regime and their role in influencing the transport of

the grinding fluid can not be neglected in equation (544)).

5.12.2  Effect of Reynolds Number

Intuitively, we understand that an increase in the microscopic Reynolds number,
Re;, should result in faster transport through the grinding zone. However,
given the observation of vortices appearing in the local flow from figure [45] it is
worthwhile to quantitatively examine how the local flow responds to an increase
in Re;. Furthermore, the onset of turbulence is a valuable aspect of the flow
to understand with the potential impact it can have on the transport of the
grinding fluid. To this end, we begin this subsection by stating the parameters
that we take for the problem and then proceed by presenting results for different
Re;.

For the results we present here, we take the parameters

pmiz = 1.41 x 1073,

Limiz = 9.6 X 1072,

3 (555)
16’

B=2x10"%

0, =
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Figure 49: Graphs showing how the constituent components of Uy change with
Re; at different values of ag;, as shown in the legend. These values
of ag; are given in the legend, where LI3 '~ 1.41 x 1073 is the

8x102
. . 75 — . . .
density fraction, ppiz, and % ~ 9.6 x 1072 is the viscosity

fraction, fymiz-

As we will only be interested in the local solutions across various Re; in this
subsection, we will leave the remaining parameters unstated here. We recall
that the coefficient of the inertial terms is not Re; as in incompressible single
phase flows, but Re;po.m.
Figure [A9] presents the averages of the microscopic vel}(zcity components and
7 X

magnitude of the microscopic velocity average, <(uo>h> , for varying Re; at

different volume fractions. The behaviour of the # and z components appears
]~1 X
to be consistent across volume fractions. As one would expect, <<u970> >
-\ Yy
increases in magnitude as Re; increases. However, <(uz70> > appears to have

_\ Yy
a sharp decrease for non-zero Re;. This is partially because <(uz70>h> =0
in the Stokes regime due to the linearity of the equations. As Re; increases,

_\ Yy
<(uz’0>h> appears to tend back to 0, though at faster rates the larger that

o\ Yy
g, is. The radial component, <(u,«,0>h> , seems to have different behaviours
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across the various ag;. For ag; = 0,1.41 x 1073, we observe that <(uz,0>ﬁ>

experiences a small increase in magnitude at Re; ~ 1 x 103 and then decays
back to 0. In contrast, <<u2,0)E>YX at the two largest presented values of
ap, appears to continue increasing in magnitude as Re; increases. This unpre-
dictable behaviour is not unexpected. As we saw in figure 45 the nonlinear
nature of the local flow gives rise to complex flow structures which complicates

the study of the flow behaviour.
We observe from the plots in figure 9] that the speed at which the grind-

<<UO>B>YX
-\ Yy

h
dominated by the contribution from <<u9,0> > . That is, the grinding fluid

ing fluid is advected through the grinding zone, , appears to be

travels azimuthally through the grinding zone faster than it is transported ra-

S\ Yy
dially and axially. However, recalling equation ((544)), <<uzyo>h> is important

for understanding the transport of the grinding fluid. This is due to the role of
this component in determining the flux of fluid through the sides of the grind-
ing zone. Indeed, the graphs show that <(uz70)E>YX maintains the same sign
for the specified parameter values and sampled values of Re; and ag;. This
has potential for impact in industry as the capability of a-priori determining
that one side of the grinding zone will leak grinding fluid allows for measures
to be taken to reduce this effect. By ensuring that a guard is set up along
the side that is predicted to leak fluid, grinding fluid can be forced to stay in
the grinding zone and splashing of potentially hazardous grinding fluid can be
prevented from reaching the machine operator, to name two possible benefits.
Later on, we will investigate the factors behind the sign of <<uz70)h>yx

Let us comment on the plots corresponding to ag; = 2 107! in figure .
The final Re; that results are shown for is Re; = 1 x 10%, due to the flow
becoming unsteady beyond this Re; and our scheme with Newton’s method
being unable to find further solutions. Given the size of Re; and, recalling

figure the appearance of small vortices in the flow field, it is likely that this

unsteadiness coincides with the onset of turbulent flow.
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Figure 50: Plots showing the maximum microscopic Reynolds number, Re; mq.,
before further solutions can not be found, as well as correspond-
ing plots for the effective maximum microscopic Reynolds number,

Reeffmaz = Reimazpom, and the weighted maximum microscopic

Re;
Reynolds number, Rey maz = %po,m.

In fact, we can find such a maximum microscopic Reynolds number, Re; maz,

at every ag; we solve the local problem for. We define the effective maximum

microscopic Reynolds number by

Reeff,mam = Rei,maxp(),m (556)
and weighted maximum microscopic Reynolds number by
R 7,
Rew,maz = M' (557)

Ho,m

We present graphs of Re; maz, Reef fmar and Rey mae against ag in figure [50}
Focusing on the graph of Re; 4., We observe that Re; can take extremely

large values before the flow becomes unsteady, especially at small ;. This



5.12 INERTIAL SOLUTIONS

is not surprising, given that p,;, ~ 1.41 X 1073 and Re; is defined from the
grinding fluid’s rheological parameters. Looking at the graph of Re.ff mas, the
coefficient of the inertial terms in the local problem, we see that this increases
with increasing ay ;. This is expected as the grinding fluid has a higher viscosity
than the ambient air, thus the coefficient of the viscous terms increases with
increasing a ;. Unexpectedly, there appears to be an almost linear relationship
between Recyf mae and g in the local cell.

These observations motivate us to look at the graph of Rey mas for greater
insight. While it follows the same qualitative behaviour of Re; y,4. for increasing
ag 1, the values of Rey mas are typical of the Reynolds number observed at the
onset of turbulence in single-phase, wall-bounded flows. This supports our
recent hypothesis that the unsteadiness coincides with the onset of turbulence
in the flow. It can therefore be argued that the graphs suggest there is an
earlier onset of turbulence in the local flow as the concentration of grinding
fluid increases.

Turbulence in the grinding zone has the potential to have a devastating im-
pact on the effectiveness of application of the grinding fluid. If adverse pressure
gradients develop inside the grinding zone, or in extreme cases flow separation,
then the transport of the grinding fluid could be severely affected. Poor cooling
and lack of lubrication due to stagnated and starved regions of the grinding
zone are two direct consequences of the onset of turbulence.

Thus, figure suggests that deeper understanding here is necessary when
optimising the application of the grinding fluid. Intuitively, a larger concentra-
tion of grinding fluid in the grinding zone would be expected to lead to greater
cooling and lubrication. However, these results suggest that larger concentra-
tions of grinding fluid could prompt the occurrence of turbulent structures, e.g.
vortices. These may obstruct the flow and hinder the transport of grinding fluid
through the grinding zone, thereby eventually leading to a decline in the grind-
ing fluid present across the grinding zone. Therefore, larger concentrations of

grinding fluid may be unfavourable for the effectiveness of the grinding fluid.
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Additionally, flooding of the grinding zone is sometimes done in grinding.
This is where the grinding zone is submerged in a layer of grinding fluid prior
to the start of the grinding operation and a large quantity of grinding fluid is
delivered throughout the process to surround the grinding zone with grinding
fluid. The results indicate that this could cause unsteady (and turbulent) effects
to be present from the start, and inhibit the transport of grinding fluid when
compared to the non-flood scenario. Indeed, flooding is a contentious method
in grinding, with published arguments existing which opposite its use; see, for
example, comments in [4] and [79]. In particular, in the latter reference, the
metalworking company Master Chemical Corporation comment that, “‘Fluid
application is not just a matter of bathing the area in fluid and assuming it will
be in the right place’ ... A lot of people will flood the grinding area, but this
is actually not beneficial”. Previous studies have only focused on the inability
of flooding to penetrate through the air boundary layer into the grinding zone,
and no studies exist on possible detrimental effects of large concentrations of
grinding fluid inside the grinding zone, primarily due to the difficulty of mea-
suring such effects. However, these results suggest another possible reason for
inefficient flow with flooding which support the argument against it, though

more work here is necessary to better understand this.

5.12.3  Effect of Abrasive Orientation

tT™ abra-

Previously in the Stokes regime, the angle of orientation of the Trizac
sives was not explicitly investigated. This was due to the linearity of the Stokes
regime failing to accurately capture the flow behaviour of the grinding fluid
around these abrasives. However, now that the nonlinear inertial effects are

included in the local flow, we are able to gain valuable insight in this area.
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Figure 51: Graphs showing the averages of two microscopic velocity compo-
nents for different abrasive angles of orientation, 6,, in a creep-feed
grinding regime. The line colours which correspond to the angles
are specified in the legend.

Figure [51| presents the results for the microscopic velocity components in a

creep-feed grinding regime with parameters taken as

Re; = 4.12 x 102,
hy = 6.67 x 1072,
£ =6.67 x 1074,
§=12x10" (558)
Pmiz = 1.05 x 1073,
Limiz = 1.43 x 1073,

f=1x10"%

Results are presented for various angles of orientation, #,, shown in the legend.
Even from a brief look, it is evident that the angle of orientation influences the

local flow velocity and, by extension, the transport of grinding fluid through the

1\ Yy

h
grinding zone. Focusing on the solutions for <<u970> , a clear minimum in
the magnitude exists when 6, = —7. For the presented values of 6, between —7

-\ Yy
h
and 0, <<ua70> > lies near the global maximum, while # = 0 corresponds to a

-\ Yy
h
slight decrease in the magnitude. As 6, increases, <<u(9,0> > again increases
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towards the maximum, correlating with an increase in the transport speed of
the grinding fluid through the grinding zone.

_\ Yy
Turning our attention to <<uz70>h> , antisymmetry about 6, = 0 is ob-
_\ Yy
served. That is, for each value of 6, that <<uz70>h> has been plotted for, e.g.
\ Yy
0, = 0, the solution of <<uz7o>h> for 6, = —#6; is equal in magnitude but with

opposite sign. We emphasise our point in the previous subsection: <(u270>ﬁ> "
is a valuable quantity to understand due to its role in determining the direction
of the flow through the sides of the grinding wheel. These results indicate that
the orientation of the abrasives determines which side of the grinding zone that
grinding fluid is ejected from and atmospheric air is sucked in through. This
is due to the observed link between 6, and the sign of <(uz,0)E>YX. With the
reverse orientation, these sides are switched.

Despite the observed antisymmetry of <(u270>E>YX about 6, = 0, the be-

haviour is not straightforward. Due to symmetry of the geometry, we expect,

o\ Yx
and indeed observe, that <<uz,0>h> = 0 when 6, = 0,—%. An increase

to 0, = {g causes <(uz,0>E>YX to increase and become positive for all ag;.
This indicates that atmospheric air surrounding the grinding wheel is sucked
in through the side of the grinding wheel at z = 0, and grinding fluid inside
the grinding zone is ejected out of the side of the grinding wheel at z = hy,.
However, the situation reverses as the angle of orientation increases further to
0r = g, %r. By periodicity of the solution in 6,., we then know that <(uZ,O)E>YX
rapidly decreases to 0 when 6, = 7.

We remark that the jump in the graph of the solution seen for small aq is
due to the coefficient of the advection term, pg ,,Re;, undergoing rapid change.

When ap; = 0, we have

Reipom = Reipmiz ~ 4.3 x 107, (559)
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Figure 52: Plots of the azimuthal distance that the grinding fluid has travelled
through the grinding zone, denoted by \g, at various times for differ-
ent angles of orientation of the abrasives. The lines corresponding
to angles —g and — ¢ have a large overlap.

using values from |D Since pmiz ~ 1 x 1073 is small, then as Qp, increases
past pmie the coefficient pg ,Re; = ag Re;. For example, when o) = 1 X 1071

we have that
Reipom ~ 4.2 x 101, (560)

which is 1 x 102 times larger than the value in for ag; = 0. The almost-
constant profile for ag; beyond the small near-zero region is due to the flow
regime no longer experiencing a rapid transition from a viscous dominated flow
regime to an inertia dominated flow regime.

In figure 52 we plot the azimuthal distance that grinding fluid has trav-
elled over time for different angles of orientation when ap = 8 x 1071, As

3 X
the solution for <<ue70> > is symmetric about 6, = 0 and the solution for

A\ i\
<(uz7o> > is two orders of magnitude smaller than <<u970> > , as seen in

figure 51} the azimuthal distance for the remaining angles are very close to
the corresponding angle symmetric about 0. As such, these angles are not

presented.

171



5.12 INERTIAL SOLUTIONS

%1072

1 12
0 x1071

(a) 0, = _?1’_76r (b) 0, = %

Figure 53: Plots showing the volume fraction, ag, at t = 1.2 x 107! in a creep-
feed grinding regime for angles 6, = —?{—g and 0, = ?i—g as shown in
(a) and (b), respectively. The absence of grinding fluid along the
sides of the wheel can be seen to change depending on the angle.
Here we have translated 6 by — (37” — 95, where 0y ~ 4.59.

An obvious increase in the speed that the grinding fluid front gets transported
through the grinding zone is seen. The angles 6, = _%7 —3>—1g appear to
reach the end of the grinding zone at similar times, approximately ¢ = 1.5 x
10~L. However, for # = 0 and 0 = —7 the grinding fluid takes approximately
7% and 20% longer to reach the end of the grinding zone, respectively. Despite
these time differences appearing small, the realistic physics of the grinding fluid
flow are unforgiving and over small timescales, effects such as fluid boiling can
result in irreversible damage to the workpiece. As such, it is important that any
such optimisations as this are considered during the design of grinding wheels.

Figure [53| shows the solution of for the volume fraction distribution at
t = 1.2 x 10~! with the nondimensional numbers and parameters given by .
Two different angles of orientation are presented as indicated in the subcaption.
The absence of grinding fluid along the sides of the wheel follows the predicted
behaviour based on figure . For 0, = —?{—g, <(uz70)E>YX is positive for all
ap, and grinding fluid is ejected from z = hy, whilst fluid from the atmosphere
enters side of the grinding zone at z = 0. For 0, = ?—g, the situation reversed
which is not surprising given that the solution of <<uz70>ﬁ> " is negative for

all ap;. These results support the idea that the angle of orientation for the

abrasives is a main factor that determines how fluid behaves at the sides of the

172



5.12 INERTIAL SOLUTIONS

(=)

T

Il

|
S

—4.6 —

~
|
|

=

—
w
T
Il
|
[200l3

> —
be & 16
= ~ — 0
S —ATf 1 = r
=) < 16
< n T
= = z
~ ~ 3

|
w
T
I Il L
=l

0 0.2 0.4 0.6 0.8 1 0 0.2 0.4 0.6 0.8 1
.1 g,

Figure 54: Graphs showing the averages of two microscopic velocity components
for different abrasive angles of orientation, #,, in a surface grinding
regime. The line colours which correspond to the angles are specified
in the legend.

grinding zone. Consequently, the angle of orientation affects how the sides of
the grinding wheel can experience the effects of a poorly lubricated and cooled
cutting region, including increased wear of the abrasives and wheel damage due
to insufficient flushing of the chips by the grinding fluid.

Figure 54| presents the results for the microscopic velocity components of a

surface grinding regime with parameters taken to as

Re; = 2.94 x 10%,

hy =5 x 1072,
£=2833x107°,
§=8x10"1, (561)

pmiz = 1.05 x 1073,
Limiz = 1.43 X 1073,
B=8x107*
Results are presented for various angles of orientation, #,., shown in the legend.

_\ Yy
h
Looking at the plots of <u§70> , similarities in the general behaviour

of the solutions to the creep-feed grinding regime can be seen. One similarity

is that . = —7 corresponds to the lowest speed through the grinding zone.
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Figure 55: Bar chart showing the value of <<uz,0>h> for different angles of

orientation of the abrasives, 6., with ap; = 1 x 10~ L

Interestingly, the fastest transport through the grinding zone now occurs when
0, = 0, which was not the previously observed behaviour.

For the plots of <(u270>E>YX, the solutions maintain the symmetry about
0, = 0 that was seen previously. However, a noticeable difference is seen
regarding the sign of <(uz70)h>YX. Specifically, unlike before, <<uzio)E>YX has
the same sign for every 6, that is positive and every 6, that is negative. In
figure , we show this more clearly by plotting the same results for <(uz,0>E>YX
against 0, with ag; =1 x 10-L

Evidently, the angle of orientation is not the only factor which determines

R\ ARES
the behaviour of <<ue’0> > , <<u270>h> and, consequently, the transport
of the grinding fluid. As such, different grinding regimes are predicted to show

different behaviours of the transport even for the same abrasive profiles.

5.13 CONCLUSION

In this section, we began by developing the homogenisation process for a prob-

lem involving periodic coefficients. We then used this homogenisation tool to
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develop governing equations for the flow in the grinding zone when the abra-
sives profile on the belt is periodic. Initially, we derived local equations which
governed the periodic flow over a single abrasive. We then upscaled these to de-
rive global equations which governed the transport of the grinding fluid through
the grinding zone.

From investigating solutions of both the local and global problems, it was
found that the local flow over the abrasives generates a negligible fluid pressure
in the grinding zone. As we already assumed we were in the regime of negligible
enforced pressure gradient across the grinding zone, based on the results of
Chapter ] we rescaled the characteristic pressure and found that this allowed
us to neglect the pressures inside the grinding zone. In addition, it was found
that with this characteristic pressure, we could find governing equations for the
shear-dominated, local flow around the abrasives which include inertial effects.
This was a considerable leap from the Stokes regime that we dealt with at the
start of the chapter, given that inertial effects are expected to be present and
have a strong influence in the flow around the abrasives.

With governing equations which included inertial effects in the flow, we were
able to infer flow behaviour from the solutions of the flow in certain grinding
regimes. A key finding here was the presence of a terminal microscopic Reynolds
number which depended on the concentration of grinding fluid. Above this mi-
croscopic Reynolds number, the flow was anticipated to become fully turbulent.
From the viewpoint of ensuring the maximum quantity of grinding fluid is ef-
ficiently transported throughout the grinding zone, this is a very undesirable
property of the flow which could have negative consequences in the effectiveness
of the application of grinding fluid.

Another key understanding came from investigating the effect of changing
the angle of orientation of the pyramid abrasives. Notably, we found different
behaviours in the transport of the grinding fluid depending on the grinding
regime we considered. However, the essential knowledge was consistent in both

regimes. Namely, that the angle of orientation can have a considerable effect on
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how fast the grinding fluid is transported through the grinding zone, and the
angle affects how the grinding fluid behaves at the sides of the grinding zone.



CONCLUSION

6.1 THESIS SUMMARY

The aim of this thesis was a greater understanding of the flow during grinding.
Practically, experimental measuring constraints reduce the applicability of ex-
perimentally understanding the flow inside the grinding zone. Thus, we used
multiphase and multiscale modelling techniques to derive novel governing sys-
tems of equations for the flow inside the grinding zone to better understand how
the grinding fluid was transported here. Chapter [I] began with the introduction
of the problem and the motivation for studying this.

Next, Chapter [2 set up the fundamentals for our study. Here we introduced
the Trizact™ abrasives which became a vital part of the thesis later on. Chap-
ter [3l was a succinct introduction to the method of matched asymptotic expan-
sions which formed the basis of the multiscale methods in this thesis. Notably
here, it was first seen that under an assumption on the distance between the
grinding wheel and the workpiece, the investigation of the flow inside the grind-
ing region does not require the solution far from the grinding zone. It was seen
that this was due to the pressures far from the grinding zone acting as smaller
order perturbations to the pressure inside the grinding zone. However, as a
consequence of the thin grinding region, we discovered that only a very small
amount of grinding fluid actually makes it into the grinding zone. With ¢ < 1
characterising the gap between the workpiece and the grinding wheel, the flux

through the grinding zone is of O (¢).
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In Chapter [4] the tools that were developed in the aforementioned chapters
were used to derive systems of equations which govern the flow inside and
outside the grinding zone. In both of these chapters, certain assumptions were
taken for the flow of the grinding fluid during grinding. In this chapter, it was
supposed that the typical lubrication approximation constraints were applicable
for the flow inside the grinding zone. Specifically, these were the lack of inertial
effects of the flow and the small-slope assumption on the surfaces. We set up the
domain to include a depth of cut and we were able to calculate the analytical

solution for the pressure across the grinding zone. The parameter

0= h—g (562)
first appeared in this chapter, quantifying the scale separation between the
depth of cut, d., and the separation distance between the grinding wheel and the
workpiece, hy. We explored aspects of the analytical solution, discovering that
the flux in the grinding zone is primarily driven by the shearing of the grinding
wheel. However, the limitations of the lubrication approximation motivated
the need for governing equations which more accurately captured aspects of
the flow.

An improvement in the method proposed in Chapter (4] over the current mod-
els in the literature is that the grinding flow problem is fully closed. This
reduces the necessity for difficult-to-measure data that a lot of models depend
on. For example, the flow rate. As we saw in this chapter, the flux through
the grinding zone is extremely small and in these quantities, the measurement
error is too large to accurately measure.

We also considered the case where slip is present at the surfaces. We observed
that the flux through the grinding zone increased with the slip length, 3. This
result suggests that using additives which reduce the viscosity and friction at
surfaces could lead to improvements in the transport of grinding fluid through

the grinding zone. We remark that such additives have become popular in
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recent years, however the focus has primarily been on the effect these additives
have on reducing the wear of the grinding wheel.

In the O (1) regime for §, we observed that the flux through the grinding
zone depends on the value of §. With larger values of § we saw a decrease in
the flux through the grinding zone. This is another result with implications in
industry. While a larger depth of cut is often ideal due to the improved speed
of the job, these results suggest that it could hinder the amount of grinding
fluid reaching the grinding zone.

Due to the limitations of the lubrication approximation for boundaries with
O (1) slopes, we used two-scale homogenisation in Chapter |5 with the assump-
tion of a periodic abrasive profile on the wheel to derive systems of equations
governing the local flow around each abrasive and the global flow throughout
the grinding zone. Motivated by the findings of Chapter [4), we made the as-
sumption that we were working in the high shear limit, where pressure gradients
were negligible. By homogenising over the Stokes equations, it was found that
the local flow behaved just like a Stokes flow while the global flow reduced to
a Reynolds-like equation with species transport, though with the addition of
extra curvature source terms. However, by considering the Stokes regime, im-
portant aspects of the flow were neglected which have a vital role on how the
grinding fluid is transported; in particular, inertial effects.

Based on the observed negligible pressure effects on the transport of grinding
fluid, the problem was scaled to look for shear-dominated solutions. It was
found that in this case, we were able to derive equations governing the local flow
which included inertial effect by using the two-scale homogenisation method. In
addition, the global problem was reduced to a single transport equation for the
concentration of grinding fluid. A surprising result is that in both the local
and global problems, fewer differential equations need to be solved than in the
Stokes regime.

Most importantly, in this section fundamental understanding in mechanisms
which influence how the grinding fluid is transported through the grinding zone

was gained. Information was presented which supported the existence of tur-
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bulence occurring in the flow in the grinding zone. The potentially devastating
effect of this on the effectiveness of the application of grinding fluid was de-
scribed, with a remark that a strategy sometimes used by grinding operators
may, based on the information presented, actually have a negative influence
on the transport of grinding fluid through the grinding zone; namely, flooding
the grinding zone prior to beginning and during the grinding process. This
supports an existing argument amongst some people with grinding expertise
against the use of flooding.

In addition, it was seen how the design of the grinding wheel’s abrasive profile
can affect properties of the flow. In particular, it was seen that the angle of
orientation of the abrasives can have an appreciable influence on the speed
at which the grinding fluid is advected through the grinding zone. As well
as this, the dependency of the fluid’s behaviour at the sides of the grinding
zone on the angle was observed, with the angle of orientation determining
which side was starved of grinding fluid. The benefits of such knowledge to the
designer of grinding wheels and the operator of the grinding process are great.
Understanding this mechanism allows the designer to transfer information such
as this to the grinding operator, who in turn can take measures to ensure the
grinding zone does not become starved of grinding fluid. An example of this
could be the application of grinding fluid to the side predicted to suck in fluid
from the atmosphere. In this way, the risks associated with poor application of
grinding fluid can be mitigated, such as increased rate of wear of the wheel or
thermal damage to the workpiece.

To conclude, three questions were asked in Section [[.3] Concerning the first
question on the appropriateness of multiscale methods, it has been shown that
multiscale methods can be used on the flow during grinding to derive coupled
as well as reduced order models. Compared with the original, full-scale model,
these models allow for a deep probing of factors which influence the flow. We
have also observed improvements with the lubrication model compared to those
in the literature, notably around the lack of dependence on empirical to calcu-

late the solution. Concerning the second question on using these models to
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enhance knowledge, we have gained deep insight into factors that influence the
transport of grinding fluid through the grinding zone. An example of this is
the study in the onset of turbulence which supports pre-existing arguments
against flooding. Additionally, understanding how the ratio between the depth
of cut and the separation distance between the grinding wheel and the work-
piece influences the flux through the grinding zone is a key piece of knowledge
for improving the application of grinding fluids.

Finally, concerning the question of optimisation. One key finding of this the-
sis was identifying that the arrangement of the abrasives can influence where
the grinding fluid leaks out of the grinding zone. This is the first work iden-
tifying this to the author’s knowledge. However, future collaborative work is
necessary for a deeper understanding of the relation between the angle of ori-
entation of abrasives to side of the grinding zone that grinding fluid leaks out
of. This is one possible path for optimisation of grinding fluid application from

this thesis which is realisable in industry.

6.2 FUTURE WORK

Although not treated in this thesis, the motivation for applying grinding fluid
is to reduce the heat generated during the cutting of workpieces. Hence, to
comprehensively model the grinding flow, the most important extension of this
work is to adapt the multiphase model in this thesis to include an energy equa-
tion, particularly to facilitate the inclusion of heat. The multiscale methods in
this thesis would then be applied to this new system to derive a coupled, mul-
tiphase, multiscale system of equations for the flow in and around the grinding
zone. One possible method to treat the heat equation in the lubrication or ho-
mogenised framework would be through Dirichlet boundary conditions in the
grinding zone using experimental data from the literature. There is a variety of
such data which has been collected using thermocouples near the surface of the
workpiece. Extending the model to involve heat transfer and phase change is

the key extension behind gaining important insight into the flow during grind-
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ing. An open question in the field is the occurrence of film boiling in the
grinding zone. Due to the difficulties associated with measuring in the grinding
zone, it is currently a hypothesis that this phenomena exists. If this were to be
theoretically predicted, it would have large implications on the application of
grinding fluid.

In Chapter 4] we only studied the two dimensional case. A valuable extension
here would be the investigation of the three dimensional case. One important
question is how the side boundaries of the grinding zone influence the flux and
pressure gradient across it.

The problem that was considered in this thesis was an idealised one, where

cutting was described by point contacts of the abrasives and the workpiece.

While the flow domains in this situation and in reality with small depth of cut
might not vary considerably, this will not be true in large depth of cut scenarios,
i.e. creep-feed grinding regimes with high rates of material removal. In such

cases, taking the geometry with the abrasive having an area of contact, to model

the embedded abrasive in the workpiece, is one potential direction for this.

Extending the work done in the homogenisation chapter to incorporate this
geometry is trivial as it is simply a change in the unit cell geometry. However,
this was not explored in this thesis, though it would be interesting to see how
the grinding zone transport is affected by this, and whether more realistic local
geometries (for example, trenches trailing the abrasive due to the cutting) are

worth further exploring.
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Table [2] shows typical values of some dimensionless numbers of interest for the

small range of grinding fluids that they can be calculated for. Below,

Re = pVML, (563)
Ca = MUV, (564)
We = 2 ‘:L, (565)
Fr — ¢Z_L (566)

where Re is the Reynolds number, Ca is the capillary number, We is the We-
ber number, Fr is the Froude number, p is the density of the fluid, p is the
viscosity of the fluid, o is the surface tension of the air-fluid interface, V' is the

characteristic velocity and L is the characteristic length scale.

V=25x10" ms!
L=2x10"'m Re Ca We Fr
Air at 25°C 3.22 x 10° N/A N/A 2.52 x 101
Water at 25°C [45] | 5.60 x 105 | 3.10 x 107! | 1.73 x 105 | 2.52 x 10!
Mineral Oil 111 x10° to | 1.45to | 3.62 x 105 | 2.52 x 10!
(20°C' to 40°C) [59] | 2.50 x 106 | 3.26 x 10!

Table 2: Values of dimensionless numbers of interest for some grinding fluids.
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MICROSCOPIC COORDINATE SYSTEM

We introduce the ordered coordinates of a cylindrical coordinate system as

& = (r,0,z), with the position vector r given by
r =rcosfé, +rsinhé, + zé., (567)

where &, é,, é, are the Cartesian unit basis vectors. Defining the (covariant)

basis vectors of a coordinate system by

or

— 8
ayz7 (56 )

e, —

where 4’ are the coordinates of the coordinate system, then we can write the

cylindrical basis vectors in terms of the Cartesian basis vectors as

e, = cosfé, +sinbé,, (569)
eg = —rsinfé, +rcos0é,, (570)
e, =e,. (571)

In view of the work in this thesis, let us nondimensionalise the z coordinate

with some characteristic value R and make the substitution

r=R+hg=R(1+er), (572)

184



MICROSCOPIC COORDINATE SYSTEM

with hg some small positive small number such that ¢ = h—Pf < land 7€ [0,1].
The nondimensional form of the position vector (567]) will then be given by the

expression
r = (14 ¢F) cos0é; + (1 4 e7) sin0é, + zé,, (573)

where we have dropped any asterisk superscripts in r and 2z to denote nondimen-
sionalised quantities for convenience. This coordinate system will be referred
to as the macroscopic coordinate system.

Following this, we introduce the microscopic coordinate system defined by

the (ordered) dimensionless coordinates X = (7,0, %), where 7 is given by

E72) and

Q'ZE*ZQCOSH;;ZSHW, (574)

_ z —f0sink + zcosk

z:?: " , (575)
d

*

X = m = \/58, (576)

with k € (%,

oo‘%J

} and d = 2h,. We take the position vector ¥ of this coordinate

system as
T =Tér + 9é9- + Zés, (577)

where the microscopic basis vectors in (577)) are given by

er = g; = e (costé, +sinbé,), (578)
e; = gg = X" [(1+¢eF)cosk (—sinbé, + cosbé,) + sin ké.] , (579)
e: = or _ X" [(1 4 eF) sin  (sin 0é, — cos 0é,) + cos ké.] , (580)

185



MICROSCOPIC COORDINATE SYSTEM

using that @ and z in terms of @ and Z, found through the inversion of the

transformation matrix for (574]) and (575)), are

0 =x*(fcosk — Zsink), (581)

z=x"(0sink + zZcosk) . (582)

We observe that we can write the microscopic basis vectors (578])-(580)) in terms

of the macroscopic unit basis vectors as

er = cé,, (583)
eg = X [(1+&F) cos K€y + sin ké,] , (584)
e: = X" (— (14 ¢eF)sinkéy + cos ké,) , (585)
and vice versa
!
é = _er, (586)
1
éy = Tt (cos ke —sinkez) , (587)
A L.
é, = " (sin keg + cos kez) . (588)

Denoting the metric tensor by I = g% e;e;, with component ¢"7 such that

|, fi=,
9ij9” =05 = (589)
0, ifi#j,

where g;; = e; - e;, we find the non-zero covariant components of I to be

grr = €7, (590)
95 = X*2 (Cos2 k(14 6?)2 + sin? Ii) , (591)
gzz = X*2 (sin2 k(14 sf)2 + cos? H) , (592)
95z = Gz = X*Q COS K Sin K (1 —(1+ 5?)2) : (593)
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MICROSCOPIC COORDINATE

and the non-zero contravariant components of I to be

|
g _527

gi (14er)? —eF (2+eF) cos® i

2

7= (1 er)?

2z 1+67’COSQ/<;(2+57’)

g )
X (1 +er)?
0z s €7 (24 ¢eF)sinkcosk
g =9 = 3 —5
X* (1 +e7)

Y

SYSTEM

(594)

(595)
(596)

(597)

As can be seen by the non-diagonal components of the metric tensor, the micro-

scopic coordinate system is not orthogonal. Therefore, we must calculate the

Christoffel symbols before taking derivatives in this coordinate system. Using

the expression for the Christoffel symbols of the second kind as

i _ 9” (9gjs o ks _ Ok
2 \0Xk 90XJ OIXs

the non-zero components are

rl — ecos? K

or — 1+€F7
Iz — €COSKSInK

or l+er

i €COosKsink
= ———

1 +er

rz _ esin? k

= 1+er’

- 2cos? k (1 +eF)
Tgg = —X 5 :
- L2cosksink (14 ef)
I =x - g
- 2sin? k (1 + eF)
I =— 5 )

noting the symmetry in the covariant indices.

The divergence of a vector is defined as

g -
Via= g T

).

(598)

(599)
(600)
(601)
(602)
(603)
(604)

(605)

(606)
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MICROSCOPIC COORDINATE SYSTEM

which we can now straightforwardly find to be

B 1 o(+er)d 0 oF
v"”_(1+5f) oF g T o

(607)

Let us define the physical components as the components of a tensor object

with respect to a normalised basis, i.e. for some general vector g,

qg=qe+dej+qe:

7 €; g e; E e o 4. . (608)
=q \/gff\/ﬁ-i-q \/gééﬁ‘“l \/QZZE =qeé+qe;+qes,

where the overline on components indicate a physical component. Now, we can
use (H83)-(585]) to express the components of q in the two different coordinate

systems in terms of each other:

7 =q; (609)

7 = (14 ¢eF)cosk 7 (1+eF)sink 7 (610)
\/(1+57’)20082/1+sin2/< \/(1—|—6’F)2Sin2li—|—0082/£

o sin K 9 COS K 3

= _\2 ) .. 9 ¢+ 2 . 9 5 q (611)
\/(1+8r) cos? Kk + sin® k \/(1—|—€T) sin® k + cos? k

As we see, the divergence of a vector in physical components is O (5*1) SO

we define a (normalised) microscopic divergence as
Vx-q=¢V-.q, (612)

with this microscopic divergence representing an O (1) operator.

Taking leading order as ¢ — 0, we observe the microscopic coordinate sys-
tem’s objects simplify considerably due to the non-diagonal components of the
metric tensor being of a smaller order than the diagonal components. That is to

say, the microscopic coordinate system at leading order is orthogonal. Further,
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MICROSCOPIC COORDINATE SYSTEM

in this orthogonal system, we note that the Lamé coefficients are independent

of 7

ler| = ¢; (613)
legl = x5 (614)
lez] = x™. (615)

Consequently, at leading order we have that the microscopic divergence of a

vector expressed in physical components of the global coordinate system is

o7 1 (of of oF  OF
Vx q_w—}—\/ﬁ(ae_cosm % sin k + 50 sin k + 55 Cosk |- (616)

Following the same procedure, at leading order as ¢ — 0 it can be shown that

the (normalised) microscopic gradient of a scalar ¢ is

Vxq %ér + L (aqf COS Kk — aqgsinm) éy
or " 5 \ o0 0z o)
1 dqe . 0qe ~
+ ﬁ <8Q_ Slnfi‘l‘ aécos%) €.

In addition, if we suppose an arbitrary surface is given by 7 = f = f (0, 2,1),
where t denotes the temporal coordinate, we can find two unit tangents, denoted
by fg and £z, and the inward pointing unit normal, denoted by 71, to the surface

at leading order. Specifically, these are given by

S (%éf + ég) , (618)
N
(= Lt <8J_céf + éz) ; (619)
14 (50)7 92
A= ! (éf - alée- - a{é) . (620)
Vet
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