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Abstract

Understanding the true interfacial mechanisms of the growth of the tribofilms
generated by Zinc Diakyl Dithiophosphate (ZDDP) isimportant becauseit isthe most
widely used anti-wear additive and there is legisative pressure to find efficient
environmentally-friendly replacements. The main focus of this study is to investigate
the effect of water on the interfacial mechanisms involved in the formation of the
ZDDP tribofilms and correlate it to the chemical properties of the glassy
polyphosphates. The effect of different parameters such as temperature, humidity,
mixed-water in oil, load and rubbing time on the tribofilm formation and its durability
has been studied experimentally and anaytically using a Mini Traction Machine
(MTM) with the Spacer Layer Interferometry Method (SLIM) attachment. The role
of additive depletion on the pre-formed tribofilm thickness under mechanical stress
has also been studied. Results show that physical parameters such as temperature,
humidity and pressure significantly influence the tribofilm. X-ray Photoelectron
Spectroscopy (XPS) analysis was carried out to assess the evolution of the chemical
structure of the tribofilm during the test. The chemical analysis suggests that there are
different chemical properties across the thickness of the tribofilm and these determine

the durability characteristics.

A humidity control system was designed and integrated with the Mini Traction
Machine (MTM) and Spacer Layer Interferometry Method (SLIM) for the first time
to evaluate the effect of relative humidity and the tribochemical changes on the
tribological performance and tribofilm characteristics of boundary |ubricated systems.
One of the key aspectsin this study isthe use of continuous humidity control system,

which can provide steady humid environment during the tribological tests. In the

\Y,



present study, the tribofilm thickness and wear results obtained experimentally were
used to develop a semi-deterministic approach to implement the effect of humidity

and mixed-water in wear prediction of boundary lubrication.
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Chapter 1. Introduction

1.1 Motivation

There is anew legidation that restricts the use of ZDDP as an anti-wear additive due
to the new environmental rules to have Zinc free additives. It makes the lubricant
companies to look for an alternative which can provide the same properties as ZDDP.
Its unique properties of reducing wear requires a better understanding of the real
mechanism in which ZDDP can reduce wear in the tribological system before
replacing ZDDP with other additives. Thereis not only alack of understanding in the
formation, removal and durability of ZDDP reaction layer formed on the surface but
also thereis aneed of investigating the composition of ZDDP tribofilm and its effect
on durability and wear performance. To better understand the interfacial mechanisms
of tribofilm formed by ZDDP, different factors need to be considered. One of this
factors in the tribology industry is the effect of water/humidity on the mechanical,

chemical and performance of ZDDP anti-wear film.

Water has been known as a contaminant in the lubricants since many years ago (1-3).
It can affect wear performance, especially in bearing systems, in different ways (4-
10). In addition, despite being poorly understood, water can greatly affect the
performance of lubricants and additives such as ZDDP anti-wear additive. Itiswidely
observed that the effect of water/humidity isnot considered in most of the tribological
tests (11). Some studies were done to study the effect of humidity in the lubrication
system and tribologica performance (friction and wear) but these studies are limited
to see only the effect of water on the wear performance or tribochemistry of the
surface (tribofilm formation). Tribochemistry is defined as the interaction between
base stock and additives in the lubricant while tribofilm is forming on the surface (3,
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5 9, 12-16). In this project, the effect of water/humidity on the interfacid
mechanisms, durability and chemical composition of ZDDP tribofilm and its effect

on wear performance isinvestigated.

Water changes the chemical and mechanical properties of the interfacial protective
film that is formed by the additives presenting in the lubricants. Hence the adsorption
of the tribofilm as well as its integrity will be modified. Such a modification of the
adsorption behaviour is suspected to cause an increase in the pitting of rolling
elements (1, 16, 17). Moreover, water may also affect the elastohydrodynamic film
thickness and bulk properties of lubricants, such as viscosity, total acid number
(TAN). The mode in which water affects lubricated contacts depends closely on the

type of base oil and additives as well as on the working environment (12) .

Duncanson (3) proposed that the effect of water on equipment and lubricants can be

classified into:

e Shorter component life

e Water erosion and cavitation wear

e Hydrogen embrittlement

e Oxidation of bearing babbitt

e Water can accelerate oxidation of the oil

e Decomposition of additives

Another parameter that is significant in the tribological systems is temperature.
Temperature can affect the tribofilm composition and wear performance. High
temperature can change the composition of the tribofilm formed on the surface. This
is mainly because the decomposition of additives such as friction modifier and anti-
wear additives is temperature dependent. Therefore, temperature can lead to changes

in friction and wear (15, 18).



Many researchers tried to study wear of materials considering different parameters
such as load, hardness of material, sliding velocity. Archard tried to assess the effect
of load, hardness and dliding distance on wear rate. He proposed that in al the
experiments and different wear mechanisms, wear isindependent of the apparent area
and it directly proportional to the applied load for most of the experiment (19).

Equation 1 isthe form of relation that Archard developed.

V—KWL 1
= K— (1)

In this equation V isthe wear volume, W isthe normal load, L isthe dliding distance,

H is the hardness of the material and K is the Archard wear coefficient.

Although extremely powerful, Archard’s equation has some limitations. The most
important oneis that it has been developed for dry contact conditions. So much work
has been done to modify the Archard wear equation and adapt it to new conditions.
Archard assumed that wear is independent of apparent area which means that he did
not consider the effect of surface topography or surface roughness. Effect of transient
changesin surface roughness is missing as well (20). Archard equation considers just
single materia properties which is hardness of the material that it is not sufficient
even for unlubricated sliding contacts and it can be seen from some experimental work
that sometimes wear does not relate linearly to load and dliding distance (21, 22).
These are the main gaps in the Archard equation which attract researchers to develop
it to new working conditions. Part of this project isto modify Archard’ swear equation

to be able to account for the effect of tribochemistry including water/humidity effects.



1.2 Aimsand objectives

Before discussing the research aims and objectives, it is worth mentioning that this
study can be split into three main parts including ex-situ characterisation of ZDDP
tribofilm formed on the surface in humid environment, investigation into the
durability and characterisation of ZZDP reaction layer to study the different properties
of ZDDP anti-wear additive film and finally development and validation of
tribochemical model considering the effect of water. This research also concerns with
investigating of adsorption, durability and removal (desorption) of ZDDP additive

decomposed on the metal surface.

This study not only aims at showing the complication of the relationship between the
chemical characterisation and tribological behaviour of the tribofilm but also aims at
proposing a new insight into the effect of mixed-water in oil, humidity, temperature,
load, rubbing time on interfacial mechanism involved in tribofilm formed by ZDDP.

The following objectives can be determined as follows:

1. Forming ZDDP tribofilm using PAO oil containing ZDDP anti-wear additive
mixed with different concentration of water to study the effect of water
contamination and its tribochemistry on tribocorossive wear of boundary
lubricated system. All the experiments in this part are carried out ex-situ by
using Mini Traction Machine integrated with Spacer Layer Interferometry
(MTM SLIM) at two different temperatures.

2. Characterisation of the composition of the ZDDP tribofilm by performing X-
ray Photoel ectron Spectroscopy (XPS) at different times of starting thetest in
order to evaluate the effect of water on the chemical composition, growth rate

and durability of ZDDP reaction layer.



. Characterisation of tribological properties of ZDDP reaction layer by using
3D-profilometry to measure wear of the MTM ball. In addition to that it is
used to study the correlation between wear and chemical composition and
durability of the tribofilm formed on the surface at different conditions.

. Forming ZDDP tribofilm using PAO oil containing ZDDP anti-wear additive
at different levels of relative humidity to study the interfacial mechanisms of
ZDDP tribofilm in humid environment. To be able to determine the effect of
humidity on the chemical composition and durability of the ZDDP reaction
layer, a humidity control system was designed and integrated to the Mini
Traction Machine (MTM) and Spacer Layer Interferometry Method (SLIM)
for the first time. All the experiments are conducted ex-situ by using MTM
SLIM at two different temperatures.

. Characterisation of the tribological properties and chemical composition of
ZDDP tribofilm are performed by 3D-profilometrey and XPS at different time
of starting the test to see how tribofilm evolvesin time at different conditions.
Investigation into the durability of the tribofilm and the correlation between
durability, chain-length of glassy polyphosphate and rubbing time. Therole of
additive depletion on the pre-formed tribofilm thickness under mechanical
stress has aso been studied in this part. The tribological test were carried out
by ussing MTM SLIM and chemical composition of tribofilm is evaluated by
XPS at different running conditions.

In the current study the tribofilm thickness and wear results obtained
experimentally are used to develop a semi-deterministic approach to
implement the effect of humidity and mixed-water in wear prediction of

boundary lubrication for the first time.



1.3 Thessoutline

The report is divided into ten chapters. The first chapter discusses the motivation and
objectives of the PhD project. It also introduces the gaps of the study due to the lack
of understanding of the effect of water/humidity on the durability, tribological and
mechanica properties of ZDDP anti-wear layer. The second chapter provides a
theoretical background and an overview of the basics of tribology. The third chapter
discusses the state-of-the-art regarding the effect of tribochemistry on the tribological
behaviour of dliding and rolling contacts. It also discusses ZDDP additive, different
properties of formed layer and the effect of water lubricant. Additionally, the different
models used to study wear will be discussed and a new model that is capable of
overcoming thelimitations of the existing modelswill be proposed. Thefourth chapter
discusses the materials and the experimental procedure and techniques used in this
study. The fifth chapter describes the effect of water on the tribofilm characteristics
and its effect on wear. The sixth chapter shows humidity effects on ZDDP tribofilm
characteristics and its effect on wear performance. The seventh chapter delivers the
development of tribochemical model to take in to account the effect of water. An
investigation into the durability of the tribofilm formed by ZDDP is presented in
Chapter 8. The overall discussion of the thesisis described in Chapter 9. Findly, in
the last chapter, the conclusions are drawn from this study and the future plans will

be discussed.



Chapter 2. Fundamentals of Tribology, L ubrication

and W ear

2.1 Introduction

This chapter provides an overview of the basics of tribology. It is divided into three
sections. In section one, contact mechanics, friction and wear will be introduced. In
addition, a distinction will be made between dry and lubricated contacts as well as
between rolling and dliding contacts. The second section of this chapter gives a
general overview of the different lubrication regimes and the different lubricants and
additives, which are used to achieve certain tribological properties. Finally, a brief

summary of this chapter will be given in section three.

2.2 Tribology

Tribology is derived from the Greek word Tribos that means rubbing or sliding. The
definition of tribology is the science of interacting surfaces in relative motion (23).
Tribology investigates wear, friction and the effect of lubricants where two surfaces
are interacting; this includes the interaction between gases, solids and liquids (24).
Therefore, applying tribology to bearing applications provides a better understanding
of the different conditions that any new equipment needs to meet and hence better

designs can be achieved (23).

2.2.1 Contact between solids
The contact between interacting bodiesisrestricted to asmall area, whichistheregion
of the apparent area between high spots of both contacting surfaces. Only high contact

stresses at considerabl e depths below the surface can make the real contact area (Ai)



between contacting bodies close to the true contact area (23). The contact between

two solid surfacesisillustrated in Figure 2-1.
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Figure 2-1 Real contact area of therough surface (23)

Deformation of the high spots of contacting bodies, which are known as asperities, is
responsible for the real contact area between two surfaces. The contact between
asperities is responsible for wear and friction and the average contact stresses under

gliding conditions. Three types of contact between solids have been reported (23):

e Static contact where the tangential forceis small
e Gross movement of the asperity when the tangential is at the maximum rate

e Unrestricted movement of asperity

Figure 2-2 shows three types of contact between surfaces.

Due to the high contact pressure between asperities, as shown in Figure 2-3, localized
plastic deformation among the asperities can occur. Nevertheless, it has been reported
that alarge proportion of the contact between the asperities is completely elastic (25,
26). As the asperities are the load carriers, the correlation between the real contact

areaand load is of great importance in terms of friction and wear (26).
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Figure 2-3 Contact stresses between asperities (23)

2.2.2 Friction

Friction is defined as the resistance to movement of one body relative to another.

Amontons stated four empirical laws for the friction force (27):

e The maximum tangential force before dliding is proportional to the normal
force when a static body is subjected to increasing tangential load.
e Thetangentia friction forceis proportional to the normal forcein dliding.

e Friction force isindependent of the apparent contact area.



e Friction forceisindependent of the sliding speed.

These empirical laws can be applied for most tribosystems including metals under dry

and boundary lubricated conditions but it cannot be used for polymers (23).

Amontons second law indicates that the relationship between normal load (P) and

tangential force (F) can be described in the equation 2-1.

F=pP 2-1

Where 1 is defined as the coefficient of friction.

2.3 Wear

Wear is defined as the removal of material from solid surfaces caused by mechanical
action (26). Generally, wear is divided into mild and severe wear. Using suitable
materias, adequate lubricant and choice of operational variables are vital in order to
obtain mild wear conditions; otherwise severe wear will be inevitable (26).
Transferring from mild wear conditions to severe wear is mainly related to the
topography of the contacting surfaces (25). That is because severe wear always occurs
when the rough surfaces rubbing against each other generate rougher surface than the

original one (27, 28). Throughout the wear process, wear debris can be generated.

Wear debris generation is significantly high during the running-in process but slows
down after the initial smoothing of the contacting surfaces. Two types of wear debris
may form, i.e. hard and soft particles as compared to the materia of contact. The hard
particles can cause wear, e.g. abrasive and erosive, whereas soft particles can cause

indentation (29).

Wear mechanisms can be divided into four main categories. adhesive, abrasive,
fatigue, and tribocorrosion wear (30). Adhesive wear occurs primarily in dry contacts
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where asperities adhere to each other forming junctions. When the contacting surfaces
start moving past each other, shear force is generated. This force may break the
junctions between asperities and hence wear commences. Abrasive wear may occur
due to friction forces generated when a harder surface is moving against a softer one.
This form of abrasive wear is called two body abrasion (See Figure 2-4 and Figure

2-5).

On the other hand, wear may also occur due to friction forces generated between hard
wear debris and soft contacting surfaces. In this case, wear is called third body
abrasion. Fatigue wear takes place after many cycles of loading. Cracks are the main

signature of fatigue wear. They may initiate on the surface and propagate to the bulk.

This is the case when A ratio, i.e. ratio between film thickness and surface roughness,
issmall and therefore an appreciated amount of solid-solid contact occurs. In addition,
cracks may initiate inside the solid and propagate towardsthe surface. Thisistypically
the case when A ratio is large enough that elastohydrodynamic lubrication dominates

Lancaster (30). These types of rolling contact fatigue can also be categorized as (31):

e Subsurface originated which is called spalling

e Subcase fatigue (in surface hardened components) called case crushing
e Surface originated called pitting

e Peding which isnow usualy caled micropitting

e Section fracture

11
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Figure 2-4 Different modes of two body abrasion (32)
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2.3.1 Running-in

The period in which two contacting surfaces start to contact in rolling/sliding
conditions is called running-in. This process plays a significant role in altering the
physical, chemical and mechanical properties of theinterfaces. The phenomenawhich
occurs in this period is complex, therefore the material and lubricant behaviour is not

recognised in running-in period.
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The real-time wear measurement versus time is shown in Figure 2-6. Higher wear
happens during the running-in period compared to the steady state wear because of
the physical and chemica changes happening during this complex period. It can be
attributed to the asperities which are not smoothed enough during the running-in

process their sizes have not been changed.

Mean volume

R Pa—
unnimg-in S\e@

A

Time or distance

Figure 2-6 Running-in and steady state wear versustime (33)

2.3.2 Wear under rolling-sliding conditions

The contacting surfaces in relative motion can be categorised into two zones. stick
and dlip. Stick can berelated to the situation where thereis no relative motion between
the contacting surfaces. Slip zone is encountered when the contacting bodies are
moving past each other. Sliding contact occurs when dlip isthe only processinvolved
whereas rolling contact occurs when only stick between the contacts occurs. If both

stick and dlip take place, the system is subjected to arolling and sliding contact (28).

13



2.4 Lubrication

2.4.1 Introduction

To reduce friction and improve wear resistance of the contacting surfaces, these
interacting surfaces should be separated. This is achieved using different types of
lubricants depending on the material of the interacting surfaces and the operationa
conditions (34). Different types of lubricants, e.g. air, liquid oils and grease, can be

used (35).

Before considering the appropriate choice of lubricants, one should consider in which
regime the lubrication system under study is operating. Depending on the speed,
normal load and viscosity, the lubrication regime can be hydrodynamic lubrication
(HL), elasto-hydrodynamic lubrication (EHL), mixed lubrication (ML) or boundary

lubrication. These different regimes areillustrated in Figure 2-7.

Hydrodynamic lubrication is applied when the load is completely carried by the
lubricant film. In this case, the interacting surface are separated entirely by a thick

lubricating film (35). The thickness of thisfilm is about 1-1000 pm (36).

Elasto-hydrodynamic lubricant regime is always applied when the ail film isthin and
the local pressure is very high (34). The plastic deformation caused by additional
pressure and load beyond the EHL conditions makes the asperities to be in contact
more than EHL regime. Consequently, the number of contacting asperities and
interacting surfaces will increase and the lubricant film thickness would be decreased
regarding the high load and pressure (37). The lubricating film in this regime usually

has athickness of 0.1-1 um (36).

Mixed lubrication regime occurs between the elasto-hydrodynamic regime and

boundary regime (38). Here, the asperities of the counterparts in motion carry part of

14



load and the other part of the load is carried by the lubricant film (34, 39). The

lubricating film in this regime usually has a thickness of 0.01-1 um (36).

In the boundary lubrication regime, the asperities of both interacting surfaces are in
direct contact (34, 39). The interaction between asperities of counterpart’s surfaces
generates energy that is transformed to friction, wear and heat. Thus, the locad
temperature at the tip of these asperities increases to a very high level. This high
temperature is defined as the flash temperature (36). The average lubricant thickness

in the boundary lubrication regime is between 1-100 nm (36).

Boundary Lubrication
Friction coefficient dependent on

non-hydrodynamic characleristics

Mixed Lubrication
Increasing coefficient of friction caused
by partial contact between the surfaces

Hydrodynamic Lubrication

Friction coefficient determined
by hydrodynamic theory

Friction Coefficient, p

Low speed viscosity - speed High speed
iah loac w load
High load normal load Low fead

Lubricant film thickness ———

Figure 2-7 Stribeck curve, dependence of thefriction coefficient on viscosity,

speed and load for alubricated diding system (36, 38).

2.4.2 Lubricants

Lubricant is acomposition of base oil and different additives. Different formulations

of lubricants can be designed for various applications and processes depending on the
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operating conditions, material properties, and temperature. Base oil is generally

divided into two types: mineral oil and synthetic oil.

2.4.3 Mineral ail

Minera oil iswidely used as a base stock in the industries. It is produced from the
crude ail collected from different parts of the word (40). The general composition of
mineral oils consists of carbon chains that contain 20-40 carbon atoms in each
molecule. The small percentage of heteroatoms like sulphur, nitrogen and oxygen
replaces hydrogen in the hydrocarbon chains. These heteroatoms play a significant
rolein keeping the oil stable. They are also capabl e of reacting with lubricant additives

and thus affecting the properties of the lubricant (12).

Minera oils can be classified based on the chemical forms, sulphur content and
viscosity. Based on the chemical composition, they can be divided into paraffinic oils,
naphthenic oils and aromatic oils. The chemical structures of these oils are
summarized in Table 2-1. It should be noted that the relative proportion of paraffinic,
naphthenic and aromatic components can also be used as a basis for the classification

of minerd ails.

2.4.4 Synthetic oils

Because mineral oils have some drawbacks such as the oxidation and viscosity |oss at
high temperature, synthetic oils become more popul ar anong different industries (12).
Synthetic oils in terms of wear resistance and energy loss are more effective than
minera oils. In addition, they are capable of being used in awide range of temperature
(41). Because of their high oxidative resistance, synthetic oils can provide a longer
lubricant life. This lengthens the lubrication intervals and reduces the overal ail

consumption as well as waste disposal (12).
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Poly-a-olefins, esters and polyglycols are most widely used and most well-known
synthetic oils. Poly-a-olefins (PAO) are unsaturated hydrocarbons with the general
structure (-CH2-) n. These oils have high viscosity index, low volatility and good

oxidation stability. PAO and polyglycol provide less frictiona loss than minera oils

(42-44).
Table 2-1 Chemical structuresof mineral oils (12).
PARAFFIN NAPHTHENE AROMATIC
Straight Branched
H H H
| | N |
H—C—H H—C—H NP H 2O A
| | SRR 8
H—C—H H—C—HH - -
| | H/C‘\C/C\H H/C“““C/C\H
H—(|3—H H—(|:—c—H H / HH ' |
H—(|:—H H—(|3—HH H—\c é C| H_|°_H
H—C|2—H H—(|3—HH ||4 H +|| }L H_|°_H
=t C—C—C—C—h =t ¢

H—C—H H—C—HH H H H—=C—H

Ester oils, which are formed from the reaction of alcohol and a fatty acid, are used
when high temperature resistance and low flammability are needed. Esters are more
polar than other synthetic oils. This high polarity makes them more sensitive to water

contamination due to their high affinity towards water (45).

2.4.5 Additives

Different types of additive can be added to the lubricant to achieve certain properties
(12). These additives play a significant role in reducing friction and wear by

decomposing over the load carrying asperities and forming a protective tribofilm (37).
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A wide variety of additives are available, e.g. friction modifiers, anti-wear, corrosion
inhibitors and extreme pressure additives. A summary of well-known additives,

including their chemical structure and purpose, is presented in Table 2-2.

Based on the information presented in the previous table regarding the different
additivesused inindustry for different applications, ZDDP can be used as an oxidation
inhibitor, corrosion inhibitor and anti-wear additive. There is a new legisation that
restricts the use of ZDDP as an anti-wear additive. It makes the lubricant companies

to look for an alternative which can provide the same properties as ZDDP.

Its unique properties of reducing wear require a better understanding the real
mechanism in which ZDDP can reduce wear in the tribological system before
replacing ZDDP with the other additives. Therefore, this additive will be used in this
study, which is concerned with studying the tribological properties, i.e. wear and

tribofilm characteristics formed on the surfaces by ZDDP reaction layer.

2.4.6 Conclusion

This project aimsto investigate the interfacial mechanism of the tribofilm formed by
ZDDP including the effect of water on the mechanical properties, chemical
composition of ZDDP anti-wear layer and its effect on wear performance; durability
of the ZDDP tribofilm and its correl ation with the mechanica and chemical properties

of ZDDP in lubricated dliding-rolling contacts under extreme pressure conditions.

The chapter introduces different aspects of the field of tribology including contact
mechanics, friction and wear. In addition, a distinction was made between dry and
lubricated contacts as well as between rolling and sliding contacts. Moreover, this
chapter reviewed the different lubrication regimes and the different lubricants and

additives that are used to achieve certain tribological properties.
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Table 2-2 Lubricants and additives (44, 46, 47)

Types of additive

Oxidation

Inhibitors

Anti-wear
additive

Extreme pressure
additives

Friction modifier

Chemical compound

Hindered phenol, amines,

organic sulphides,

Zinc phosphorodithloathes

Zinc-phosphoro-dialkyl-
ditioates, Tricresylic
phosphates

Sulphurized greases and
olefines, chlorinated
hydrocarbons, lead salts of
organic acids,

aminophosphates

Fatty acids, fatty amines,

Solid lubricants

purpose

Minimize
polymerization
to formresin,
varnish , dudge,
acids or

polymerizes

Reduce
excessive wear
between metal

surface

Prevent
microscopic
welding

between metal

surfaces under

high pressure or

temperature

Reduce friction
between metal

surface

M echanism of

action

Decrease acid
formation by reduced
oxygen absorption of
the oil inhibits

catalytic reactions.

The reaction with
metal surfaces leads
to the formation of
layers which undergo
aplastic deformation
and improve the

contact pattern.

The reaction with
metal surfaces leads
to new compounds
with alower shear
stability than the base
metal.

A continues process
of Shearing-off and
rebuilding.

Molecules with a
high polarity are
adsorbed on metal
surfaces and separate

the surfaces.
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As discussed before, mineral oils have several drawbacks such as the oxidation and
viscosity loss at high temperature whereas synthetic oils have better oxidation
resistance and higher viscosity index. Poly-a-olefin (PAO) is the most widely used
and most well-known synthetic oil. Therefore, in this project PAO will be used as

model oil.

As mentioned earlier, this project aims at studying the tribological and tribochemical
properties under extreme pressure conditions. Many additives that are suitable for
extreme pressure conditions were reviewed. ZDDP was found to be compatible with
PAO and can be used as anti-wear additive in extreme pressure conditions. Therefore,

it will be used as model additive in this study.

Water is envisaged to affect the mechanism of ZDDP decomposition and the
formation of thetribofilm. In addition, owing to their high polarity, PAO are sensitive
to water contamination, which may alter their lubrication properties and the ability to
dissolve additives and form protective tribofilms. These aspects have significant
effects on the tribological properties especially under extreme pressure conditions
where tribochemistry can play a maor role. Hence, in the next chapter the state-of-
the-art of the effect of water, tribochemistry on the tribological behaviour of sliding

and rolling contacts will be discussed in more details.
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Chapter 3. Review of the Literature

3.1 Introduction

This chapter reviews the state-of-the-art of the effect of tribochemistry on the
tribological behaviour of sliding and rolling contacts. The chapter is divided into four
main sections. In the first section, the effect of water on tribochemistry, will be
introduced. Different aspects will be discussed including the water absorption
properties of lubricants and the effect of water on wear as well as on lubricant,
additives, and solid surfaces. In the second section, composition of ZDDP antiwear
film aswell as mechanical and tribological properties and chemistry of ZZDP will be
discussed in detail. A critical review will be provided in Section 3.4 for the very few
models that describe the tribochemistry and tribocorrosion phenomena under
mechanical work, e.g. friction and wear. The strengths and limitations of every model
will be highlighted. Finaly, the literature findings will be summarised and some
conclusions drawn regarding the design of the experiment and the models to be used

or introduced to fit the experimental data.

3.2 Water inoil

3.2.1 Introduction

The presence of water in the lubricated tribosystems particularly in bearing
applications can cause corrosion and hydrogen embrittlement, which can increase
wear and friction (8). In addition, the small amount of water even in part per million
(ppm) may accelerate the oxidation of oil (12). Water can enter the oil in different

ways (48):
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e Absorption: oil can get the moisture from theair directly. The amount of water
absorbed by oil can be attributed to the saturation point, which isthe maximum
amount of water which is able to dissolve in the oil, the relative humidity and
temperature.

e Condensation: the moisturein air can enter the oil as of the different operating
temperatures may result in condensation.

e Combustion or oxidation or neutralization: one of the by-products of fuel
combustion iswater and it can be combined with water entered from the air.

e Freewater entry: The addition of additives or some other fluids can be asource

of water in the lubricated system as free water.

3.2.2 Typesof water contamination in the lubricated system
To investigate the effect of water contamination on the performance of lubricated
systems, it isessential to know theform of water existing in oil (49). Water can present

inoil intwo different forms (2):

e (dissolved water

e freewater

Dissolved water case occurs when the amount of water in oil isless than the saturation
point (1, 50). The saturation curvefor typical oil isillustrated in Figure 3-1. Free water
occurs when the amount of water in oil is more than saturation point. In this case,
droplet of water will be formed in oil resulting in an emulsion formation (50). Figure
3-2 indicates adescription of different forms of water in oil. Typically, water droplets
will not be stable from coalescence unless an emulsifier is added. This emulsifier
consists of a polar hydrophilic head that surrounds water and a hydrophobic tail that

isattractedtotheoil. Inorder to stabilize water droplets, the emulsifier formsmicelles
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(2) asillustrated in Figure 3-3. The most well-known forms of water in oil istherevers

micelle.

Fluid Temperature (°F)

Figure 3-1 The saturation curvefor typical oil (52)

3.2.3 Water absorption propertiesof lubricants

The factors determining the absorption properties of lubricants are the oil
composition, physiochemical properties, concentration of additives, contaminantsand
local environment, e.g. temperature and pressure (42). Cantley (4) investigated the
effect of relative humidity, i.e. 20, 60 and 100%, on 12 different oils, including
minera oils, synthetic oils and oils with EP additives. The results showed that the
higher the non-polarity of a lubricant the higher the hydrophobicity and hence the
lower the affinity towards absorbing water, which isin accordance with theory. These
results also suggested that the addition of additives to oil increases the absorption of
water due to their effect in decreasing the extent of hydrophobicity of the oil. For
instance, SAE mineral oil absorbed approximately 100 ppm at 100% rel ative humidity
whereas the same oil with EP additive absorbed approximately 700 ppm at the same

relative humidity. In addition, Cantley (4) revealed that, generally, synthetic oils
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absorb more water than mineral oils. This was evident from observing that Diester
synthetic oil absorbed approximately 3000 ppm a 100% relative humidity as

compared to 100 ppm in the case of SAE minera ail.

® (5.8 ) Air Space
8 o

Figure 3-2 Forms of water in oil (51)
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Figure 3-3 Reverse micdllesin oil (2).

3.2.4 Theeffect of water in dry and lubricated systems

Water can affect friction and wear of lubricated systemsin three different ways (53).
Firstly, water may affect the formation and removal of the tribofilm by altering the
capability of long chain molecules to adhere to the surface. Secondly, it may modify
the chemical composition of the tribofilm. Thirdly, water can increase pitting
especidly in rolling elements. (44, 53). These effects are manifested in altering the

bearing performance by modifying friction and wear.

Hamaguchi (43) investigated the effect of water on the film thickness in EHD
lubrication regime. They prepared emulsion of water of different concentrations in
liquid paraffin. The results showed that the film thickness is not affected by the
presence of water. The authors concluded that only the pure oil determines the EHD

properties without any adverse effect of water.
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Goto and Buckley (54) studied the effect of relative humidity on friction and wear
under fretting condition of different metalsin dry contact. In case of iron, it wasfound
that for values of relative humidity under 10%, the friction coefficient was constant
whereas wear volume increased steadily, which is shown in Figure 3-4. At arelative
humidity of 10%, friction and wear dropped drastically. For higher values of relative
humidity, wear and friction exhibited distinctive plateau where no further change in

friction and wear was noticed.
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Figure 3-4 Effect of relative humidity on wear and friction (54)

After a large number of loading cycles, strain and stress accumulation in the
contacting surfaces cause fatigue to occur (12). Fatigue is responsible for the incident

of pitting where the detachment of large parts, compared to asperities size, of the
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surface occurs. This mainly takes place when A, the ratio of film thickness to surface

roughness, is small (53).

Cantley (4) investigated the effect of water on oil lubricated tapered roller bearing.
The author studied different cases of a full-scale bearing lubricated with 12 different
oils. These oils were subjected to three levels of relative humidity, i.e. 20, 60 and
100%. The water concentration in the oils was in the range of 25-400 ppm as
determined by Karl Fischer titration method. The results revealed an exponential
reduction in bearing fatigue life with the increase in water concentration as shown in

Figure 3-5.
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Figure 3-5 Effect of water contamination on bearing life (4)

Cantley proposed that the relative bearing life, L, could be estimated at different water

concentations, X, in ppm, using equation 3-1:

L (100)0-6
= 31

Where the factor 100 corresponds to a bearing life of 1.
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Similarly, the effect of water and oxygen on rolling contact |ubrication was
investigated by Schatzberg and Felsen (55). Their experimental work focused on the
performance of the angular contact ball bearing lubricated with different paraffinic
oils. Theauthors considered two levels of dissolved water concentration, i.e. <10 ppm
and 100 ppm. The results showed a significant reduction in bearing fatigue life even
at concentrations as small as 100 ppm. Schatzberg and Felsen suggested that this
reduction might be attributed to the condensation of small amount of water in the
microcracks, which are chemically more reactive, in the metallic surface. This leads
to corrosion and hydrogen embrittlement, due to atomic hydrogen, within the

microcracks and hence accelerated fatigue.

3.2.5 Effect of water on viscosity
Water contamination may affect oil viscosity and in turn, the change in the oil
viscosity can change the lubrication regime from elastohydrodynamic to severe

lubrication regimes such as mixed or boundary lubrication regime.

Liu et al. (56) studied the effect of free water of concentrations between 8 and 36 vol.
% on the viscosity of four different paraffinic mineral oil. At thislarge concentrations,
water and oil form emulsion. In order to stabilize this emulsion, Liu et al. added
emulsifying agent with concentrations between 1 and 8 vol. %. They noticed that
although the viscosity of the emulsion islarger than the one of oil, athinner EHD film
isformed. It was a so observed that small amount of water (dissolved water) does not

change the bulk properties, i.e. viscosity and TAN, of the oil (12).

The effect of water on viscosity seems to be strongly dependent on the amount of
water in oil. Smaller amount appearsto have no effect on water, which isevident from
Chenet al. (12) results. On the other hand, at |arger amount of dissolved or free water,

viscosity is expected to increase, which is evident from the results of Liu et al. (56).
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This suggests that it is not sufficient to report only the relative humidity values but

the exact amount of water in oil isrequired as well.

3.2.6 Effect of water on hydrogen embrittlement

Cirunaand Szieleit (8) suggested that the main sources of atomic hydrogen are water
and lubricant decomposition. They studied the effect of hydrogen on rolling contact
fatigue life using steel balls that were electrolytically charged with different
concentrations of atomic hydrogen. The results showed that the higher the
concentration of hydrogen in steel the smaller the fatigue life. Their study confirmed
that hydrogen embrittlement is one of the main factors that inversely affect the life of

bearings.

Vincent et al (57) investigated hydrogen embrittlement of a ball bearing of stainless
stedl. The authors introduced hydrogen to the ball by cathodic charging. Their results
revealed that the hydrogen tends to be localized at the carbide-martensite interfaces.
In addition, the results showed that the hydrogen traps increases with load by an

amount that is different depending on the load whether static or dynamic.

Likewise, the hydrogen embrittlement mechanisms of ferritic steels was assessed by
Neerg et al. (58) . They conducted two sets of experiments. In the first one, samples
were electrochemically hydrogen pre-charged whereas in the other set samples were
tested in high-pressure hydrogen, i.e. 5.5 MPa, 21 MPa and 103 MPa. The results
revealed that in the presence of atomic hydrogen, sub-grain structure refinement,

enhanced plastic flow as well as nanovoids coal escence might occur.

3.2.7 Effect of water on oil oxidation

The interaction of heat, pressure and air in the lubricated system can result in oil
oxidation. The oil oxidation can be enhanced by water contamination by orders of
magnitude (59) as shown in Figure 3-6. The by-products of oil oxidation are always
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acids, which can make the environment more corrosive. This corrosive environment

can accelerate the wear rate (45).
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Figure 3-6 Catalytic effect of water and metals on oil oxidation as calculated by

total acid number (59)

Cirunaand Szieleit (8) suggested that the main sources of atomic hydrogen are water
and lubricant decomposition. Theinteraction of heat, pressure and air in the lubricated

system can result in oil oxidation (51).

Interacting surfaces can be affected directly by water or they can be affected indirectly
when the water oxidises the lubricants and additives or generates atomic hydrogen

that leads to hydrogen embrittlement.

3.2.8 Effect of water on lubricant performance

A review of the effect of water on friction and wear of lubricated systems is made by
Lancaster et al. (53) and more recently by Cen et al. (60). Firstly, water may affect
the formation and removal of the tribofilm by altering the capability of long chain

moleculesto adhereto the surface. Secondly, it may modify the chemica composition
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of the tribofilm. Thirdly, water can increase pitting especidly in rolling elements.
These effects are manifested in altering the bearing performance by modifying friction
and wear. Sheiretov et al. (61) investigated the effect of dissolved water on the
tribological propertiesof threeoils, i.e. Polyakylene Glycol (PAG) with water content
from 200 to 17000 ppm and two Polyolester (PE; and PE) oils with water content
from 70 to 1600 ppm. In all the measurements conducted in an air atmosphere, the
wear of cast iron plates shows a decrease with increasing the water content. Different
additives can be added to lubricants to achieve certain properties. These additives can
be viscosity-index improvers, anti-wear, friction modifier and extreme pressure

additives (60).

It has been widely reported that ZDDP acts as an antiwear additive in the boundary
lubrication regime by forming arelatively thick tribofilm on the contacting asperities.
This solid-like tribofilm increases the load carrying capacity of the surfaces and
protects the surfaces by being partialy removed and preventing the direct solid-solid
contact of substrates. Chemical, physica and mechanical properties of this tribofilm

control the wear behaviour of the system (62).

3.2.9 Summary of the effect of water on lubricant

The main drawbacks of water contamination on lubricants are corrosion, increased
wear and premature failure of lubricated metal surfaces. Interacting surfaces can be
affected directly by water or it can be affected indirectly when the water damages the
lubricants and additives effectiveness or generates atomic hydrogen that leads to

hydrogen embrittlement.
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3.3 Zinc Dialkyl Dithiophosphate (ZDDP)

3.3.1 ZDDP asan anti-wear additive

Zinc Diakyl Dithiophosphate (ZDDP) is the most commonly used antiwear additive.
Based on the new environmental legislations, using ZDDP in lubricant oils is
restricted. This results in finding new alternatives for ZDDP that can act as a good
antiwear additive. Therefore understanding the true mechanismsin which ZDDP acts

as an antiwear additiveis essential.

It is reported that ZDDP reacts with the steel surface to generate amorphous reaction
layer (63, 64). X-ray absorption spectroscopy and X-ray Photoel ectron Spectroscopy
(XPS) have been used to evauate the chemical characterisation of ZDDP reaction
layer including durability, structure and reactivity of ZDDP molecules (63, 65, 66). It
was found that ZDDP molecules has three different structures: the monomeric form
consists of Znz [PS; (OR) 2]2 which has Zinc atom surrounded by four Sulphur atom,
neutral form consisting Znz [PS; (OR) 2]4 which has Zinc atom attached to two di-
thiouphosphate groups and the basic form Zn, [PS; (OR) 2] O which attributed to the
structure proposed by Burn and Smith (67) by using X-ray Absorption Fine Structure
(XAFS) spectroscopy (66, 68-70)( see Figure 3-7). It has been suggested that in this
structure, Oxygen atoms surrounded by four Zinc shown tetrahedral configuration
(71). One of the most well-known structures of ZDDP is the neutral structure which
is shown in Figure 3-7. ZDDP can be categorised as primary, secondary and tertiary

based on the carbons atoms that could be attached to the alkyl (R) groups.

It is reported that the diffusion or adsorption of the ZDDP molecules on the substrate
IS necessary prior to the formation of any surface films (62, 72). Surface studies show
that ZDDP thermal films are different from tribofilms (73-75). It has been reported

that the tribofilm, unlike thermal films, needs asperity-asperity contact and sliding to
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be formed on the surface. They form at much lower temperatures than the thermal
films and only form on rubbing tracks (62, 76-78). The thickness of the tribofilm is
reported to be in the range of 50-150 nm on steel surfaces (77, 79, 80). ZDDP
tribofilms grow initially on small single patches and after some time cover the surface

in pad-like structures (81).
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Figure 3-7 Different structures of ZDDP: (1) neutral monomericin equilibrium
(I1) neutral dimeric (111) basic ZDDP (82)

3.3.2 Mechanical propertiesand durability of ZDDP tribofilm

There are severa works which study the mechanical properties of ZDDP tribofilms
formed in boundary lubricated contacts (81, 83-88). They found that the properties of
the tribofilm layers are dependent on applied load and can be adapted to conditions
(89). They also showed that the mechanical properties of tribofilms vary from surface
to substrate (90). A schematic figure of the multilayer structure of ZZDP tribofilmis
shown in Figure 3-8 and Figure 3-9 illustrate the patchy structure of ZDDP tribofilm

formed on the surface. Figure 3-9 shows that the first layer of the tribofilm formed on

33



the stedl surface consists of more FeS/ZnS due to the presence of higher iron
concentration in the tribofilm close to the surface. The topmost layer of the tribofilm
contains more zinc polyphosphates as the iron concentration islower compared to the
bulk of the tribofilm. It is aso shown that the chain length of the polyphosphates
varies within the tribofilm. The higher iron concentration results in the shorter chain

polyphosphates formed on the surface.

Mosey et al (89) developed a new theory for the functionality of ZDDP tribofilms at
the molecular level. They suggested that pressure-induced cross-linking is the reason
for chemically-connected networks and many aspects of experimentally-observed
behaviour of ZDDP can be explained by this theory. It was reported that the high
pressure at the surface of the film will lead to higher cross-linking and result in longer
chain phosphates. The different mechanical properties of long and short chain
polyphosphates were simulated and reported in the work. ZDDP forms different types
of tribofilm on various surfaces such as Al/Si aloys, DLCs and steel. The tribofilm
on steel surfaces is more durable in comparison with the ones on DLC or other inert
surfaces (91, 92). The effect of the steel substrate in changing the nano-indentation
results of tribofilm has been reported and different models for extracting the tribofilm
propertieswere developed (83, 90). All these studies give good insights of mechanical
characteristics of ZDDP tribofilm under severe conditions that might explain some of

the experimentally-observed behaviour (62).

It was suggested by Morinaet al (93) that the durability of tribofilm can be evaluated
by the chemistry of the tribofilm formed on the surface. The experiments were based
on investigating the formation, stability and removal of the tribofilm by changing the
oils during the tests and monitoring the friction coefficient. It was reported that ZDDP

tribofilm is durable once it is formed. The concept of tribofilm removal was aso
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reported by Lin et al (94). Based on the experimental wear results, they suggested that
a comparison between the rate of formation and remova of the tribofilm can

characterise wear in boundary lubrication.
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Figure 3-8 Schematic of multilayer structure of ZDDP (a) before and (b) after
washing with solvent (83)
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Figure 3-9 Schematic of the patchy structure of ZDDP tribofilm (62)

3.3.3 Chemistry of ZDDP

The chemical composition of the ZDDP tribofilm in boundary lubrication condition
on stedl surfaces has been extensively characterized. It is reported that there is a
viscous layer of physically -adsorbed additive on the top layer of the tribofilm which
can be easily removed by means of solvents and washing. Underneath this viscous
layer, thereisachemically adsorbed layer of amorphous zinc and iron pol yphosphates

with different chain lengths (62, 95-97).

It has been reported that the ZDDP tribofilm has a layered structure with different
chain lengths at different positionsin the layer (95, 97). Shorter chain polyphosphate
layers are present at the bottom adjacent to the substrate interlinked with the iron
oxide. The top layer is reported to be thinner consisting of mainly longer chain
polyphosphates. It is not clearly reported experimentaly that an interface is present
between the layers and it is most likely to be gradua changes in the structure of the

tribofilm.

Crobu et al. (95, 98) characterised the surface chemistry of zinc polyphosphates using
XPS and Time-of-Flight Secondary-1on Mass Spectroscopy (ToF-SIMS) by assessing
the intensity ratio of bridging oxygen (P-O-P) and non-bridging oxygen (P=0 and P-
O-M) and. It has been suggested that the chain length of the glassy phosphates in the
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tribofilm can be identified by a combined use of bridging oxygen/non-bridging
oxygen (BO/NBO) intensity ratio, Zn3s-P2ps» binding energy difference and a
modified Auger parameter. This combined method allows characterisation of
polyphosphate chain composition ranging from zinc orthophosphate to zinc

metaphosphate (See Figure 3-10).
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Figure 3-10 Identification of different composition of zinc polyphosphates (98)

3.3.4 Growth of ZDDP tribofilm

An important aspect in the study of ZDDP tribofilms has been its growth and
thickness. The growth of ZDDP tribofilm on contacting surfaces has been subject of
several studies (81, 88, 99-103). Almost al of the works report similar observations
of ZDDP tribofilm growth on steel surfaces with the reported thickness reaching 50-
150 nm. Fujita et al (104, 105) studied the growth of ZDDP tribofilm using a Mini
Traction Machine and Spacer Layer Interferometry. They investigated the effect of
temperature and concentration of both primary and secondary ZDDPs on the growth
of the tribofilm on the surface. They concluded that higher temperature leadsto faster
growth and thicker tribofilms. The same pattern was observed for different

concentrations of ZDDP. Higher concentrations result in faster rate of growth. The
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experimental results were then used to extract semi-empirical relationships for the

growth of the tribofilm.

Thetribofilm growth model used in that work was acombined formation and removal
model. It was suggested that ZDDP tribofilms are very durable when rubbed in base
oil once they are formed. A base oil containing dispersant was found to be essential
to remove the tribofilm patches. It was shown that secondary ZDDPs reach to a
maximum film thickness very rapidly and then aremoval of the tribofilm occurs due
to different surface phenomena. They suggested that a combined model of formation
and removal can explain such a behaviour. It was hypothesized that the removal
process only begins after some time of rubbing. The reason for this is the maximum
film thickness reached at the beginning stages of rubbing (104, 105). There was a
difference between the growth patterns for primary and secondary ZDDPs. Results
revealed that primary ZDDP generally follows a straightforward increase in the
thickness while secondary ZDDP grows to a maximum value and then levels out to a

steady-state.

Recently, Gosvami et al (106) designed an experiment to monitor the growth of the
ZDDRP tribofilm in a single asperity contact. They used Atomic Force Microscopy
(AFM) to generate the tribofilm and monitor the growth in-situ. It was reported that
temperature and stress play a significant role in the initiation of the tribochemical
reactions. They also reported that the tribofilm can form on inert surfaces such as
DLCs and did not highlight the effect of substrate on the formation of chemically-
reacted tribofilms on surfaces. They have stated that the durability of the tribofilm
formed on the surfaces varies with the nature of the surfaces which isin line with the

results reported in the literature (91, 92).
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Ghanbarzadeh et al (107) recently reported a theoretical model with ahypothesis that
formation and removal of the tribofilm happen at the sametime (107). The hypothesis
was based on the experimenta observations of removal of the tribofilm and wear of
the system even in the presence of fully formed tribofilms (86, 103, 108). The wear
hypothesis was then validated against some wear measurement experimental results
(109, 110) and has shown good agreement. Testing the model in different conditions
suggests that the removal of the tribofilm at different times of the experiment might
be different from a fully formed tribofilm and this is in agreement with the

experimental reports of (93, 104).

The aim of this study isto investigate the effect of different physical parameters such
as temperature and load on the durability of the ZDDP tribofilm. The tribofilm
chemical characteristics were also evaluated using XPS. The change in the tribofilm

thickness was correlated to the chemistry of the glassy polyphosphates.

3.3.5 Effect of water on tribochemistry of ZDDP

Different additives can be added to lubricants to achieve certain properties. These
additives can be viscosity-index improver, anti-wear, friction modifier and extreme
pressure additives (12). The properties of additives such as the solubilisation
characteristics in oils can be changed by the water contamination. Therefore, de-
solubilisation of some additives may happen (40). Water contamination can react with
oil additivesand create destructive and harmful material such as sludge or acid, which
make the additives chemically unusable. For instance, some sulfurized additives such
as ZDDP can be decomposed by water contamination in to the hydrogen sulphide or

sulphuric acid which damages bearing surfaces (40).

Rounds (16) studied the effect of free water on the decomposition of ZDDP and the

results showed that water seems to accelerate the rate of ZDDP decomposition and
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the formation of tribofilm. Therefore, they suggested that the decomposition of ZDDP
is due to not only thermal decomposition but also hydrolysis. In contrast, Faut and
Whedler (111) found that for another type of phosphate additives, i.e. Tricresyl

Phosphate (TCP), water inhibits the tribofilm formation.

Nedelcu et al. (44) studied the effect of water in lubricated sliding and rolling contacts
with PAO and ZDDP additive. Three concentrations, i.e. 0.5, 1 and 2 wt. %, of added
water were used. The results showed that water affects the decomposition of ZDDP
and inhibits the growth of the ZDDP tribofilm. This effect manifests itself in the
formation of shorter polyphosphate chains. The authors attributed these effects to the
depolymerisation reactions of the long polyphosphate chains and to the increased

surface distress in the presence of water.

Likewise, the effect of relative humidity, i.e. 20, 60 and 100% on ZDDP anti-wear
performance was assessed by Cen et al. (12) in lubricated steel/steel contacts under
extreme pressure and pure sliding conditions using ball-on-disc test rig. In addition to
the tribological tests at duration of 2 h, they performed tests at shorter times, i.e. 5,
20, 30 and 60 min, to study the variation of water concentration and wear with testing
time. Similar to the findings of Nedelcu et al. (44) . It was observed that the ZDDP
additive inhibits the formation of the protective tribofilm. They also noticed the

formation of shorter phosphate chains with increasing the amount of water in oil.

The effect of water on additives seems to be system dependent. Therefore, a detailed
systematic study is needed to revea such discrepancies in the published data. While
recent research hasincreased the understanding on ZDDP tribofilm, the effect of water
in oil on tribological performance is still not fully understood. In addition, wear

prediction in these systems is still very limited. The current study ams to
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experimentally assess the impact of water in oil on tribofilm growth rates with the

purpose of developing models capable to predict wear.

3.3.6 Summary

Throughout this chapter the state of the art of different aspects of the composition of
ZDDP anti-wear additive was discussed. First and foremost, an overview of ZDDP as
antiwear additive was provided. It was shown that the diffusion or adsorption of the
ZDDP molecules on the substrate is necessary prior to the formation of any surface
films and the tribofilm, unlike thermal films, needs asperity-asperity contact and
dliding to be formed on the surface. They form at much lower temperatures than the
thermal films and only form on rubbing tracks. All the recent studies confirmed that
the concentration of Fe increases towards the substrate whereas Zn concentration
decreases. It was also discussed that ZDDP reaction layer formed on the surface has

apatchy layered structure of large and small pads.

The mechanical properties of ZDDP anti-wear additives was explored in this chapter.
It was found that the mechanical properties of the ZDDP reaction layer vary from the
surface to substrate. The tribofilm chain length decreases towards the substrate and
the bulk of the tribofilm consists of more short chain polyphosphates. The chemical
composition of the ZDDP tribofilm in boundary lubrication condition on steel
surfaces has been has extensively been discussed in literature. It is proposed that there
is a viscous layer of physically -adsorbed additive on the top layer of the tribofilm
which can be easily removed by means of solvents and washing. Under this viscous
layer, thereisachemically adsorbed layer of amorphous zinc and iron pol yphosphates
with different chain lengths. It was shown that the polyphosphate chain composition

ranging from zinc orthophosphate to zinc metaphosphate.
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3.4 Modelling approaches

3.4.1 Introduction

For more than 50 years, researchers have studied friction and wear as individua
sciences but because of the emergence of chalenging applications and new
technologies, they had to adapt this science to include more parameters with more
realistic assumptions. Therefore, the effect of different parameters such as humidity,
temperature and the various lubricant properties becomes crucia in reducing the
fallures and increase the life time of equipment. In the beginning, most of the
researchers used simple equations such as Archard equation to cal culate wear volume.
Nowadays, due to the fact that most tribological systems are exposed to corrosive
environment and that makes researchers to study both mechanical wear and chemical
wear (112) in conjunction. Considering only the mechanical aspects or only the
chemical aspects is insufficient to completely understand many systems like the
failure and reliability of offshore wind turbines (113), performance of biological

implants (114) and chemica mechanical polishing (115).

It has been reported that mechanical and chemical parameters can affect each other
significantly (112) and this interaction is not smply additive. It may be greater than
or lessthan theindividual wear processes (mechanical and chemical) depending upon
the nature of contact. In the corrosive environment, the total material loss from the
surface cannot be cal culated from the material 10ss due to pure wear or pure corrosion
(116, 117). Thus, it can be concluded that the synergistic effect between mechanical
and electrochemical wear plays a significant role in the tribocorrosion system.
Mechanical parameter like friction, wear, deformation and contact geometry can

change the electrochemical properties of the tribocorrosion system.
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The excess energy at the interface may change the activation energy for reactions,
also the mechanical wear may generate fresh metal surfaces, restoring the corrosion
potential (118) . On the other hand, electrochemical process decreases the mechanical
strength of surface layers which in turn affects tribological performance such as

friction, wear and the lubricant performance (112).

3.4.2 Modéelling of tribocorrosion

Thetheoretica approaches used to model the tribocorrosion phenomenon are various.
In fact the ways in which these different approaches are categorized is aso different.
A recent review of the modelling approaches has categorized them to be one of the
three: Empirical (119), Fatigue (120) or kinetic (32) models (118). The empirical
models are the most straight forward ones but the terms and parameters of the model
do not have physical meanings. These are mainly based upon fundamental
observations of physical phenomenon. The fatigue models also involve basic kinetics
to quantify the crack initiation and growth. The kinetic models on the other hand have
quite well rooted basis but require much effort in describing the activation energy for
each wear cycle. Thus, among all three, the empirical models are the most relevant in

engineering applications.

The above categorization is not quite famous among the tribocorrosion practitioners
and researchers. Instead, the following two are considered to be, generaly, the two

types of models that are in use and in current research nowadays.

3.4.3 Electrochemical models

Electrochemists are interested, mainly, in investigating the repassivation kinetics in
tribocorrosion of dliding systems and they try to model the current density during
diding (112). Many electrochemica methods have been used previously to

investigate the effect of repassivation kinetics on the sliding conditions (121) .
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The film growth kinetics and the ohmic drop have been taken in to consideration in
the electrolyte among the wear scar and the reference electrode (122). Synergistic
effect among wear and corrosion is responsible for the non-additivity of the chemical
and mechanical material loss (116). Regarding the research that have been done so
far, local abrasion of passive film may result in an increase in wear rate because
corrosion would be increased, hard oxide particle which is originated from the surface
due to corrosion can lead to abrasive wear and transferring material from one body to
another (123, 124). It can be said that the plastic deformation can be related to the
relationship between mechanical wear and tribochemical wear in the tribocorrosion
system (125). In 1998, Mischler et al. (116) proposed amodel which isexplained how
wear can accelerate corrosion and in this model he considered the effect of load and
hardness of the material. The problem with this model is that calculation of
repassivation charge was not related to the fundamental kinetics and film growth
(122). Two models have been proposed to investigate the repassivation of activated
surfacein agueous sliding wear conditions which are surface coverage model and film

growth model.

3.4.4 Mechanical models

3.4.4.1 Wear prediction

Predicting wear is one of the greatest challenges in the tribology. There have been
many attempts to predict wear in lubricated systems for different tribological
configurations. Evaluating wear in boundary lubrication has been extensively the
subject of many studies. There are almost 300 equations for wear/friction in the
literature which are for different conditions and material pairs but none of them can
fully predict the wear based on first principles including the whole physics of the

problem (126, 127). Some examples of these models are Suh delamination theory of
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wear (128), Rabinowicz model for abrasive wear (129) and the Archard's wear

eguation (130, 131).

Wear occurs by different interfacial mechanisms and all these mechanisms can
contribute in changes in the topography. It has been widely reported that 3™ body
abrasive particles play an important role in the wear of the surfaces. The model
proposed by Archard (130) was investigated in a wide range of studies, different
contact configurations and aso different scales. Archard’'s model was initialy
developed for dliding in dry conditions and no effect of lubricant or chemistry was
involved in the model. By the current understanding of the wear problem and the
development of advanced surface analytical techniques, it is clear that the chemical
and mechanical properties of the tribofilms play a very important role in the wear
behaviour of the tribosystems and should be considered when developing wear
models for lubricated contacts. There is therefore a need to see the chemical effects

incorporated into any new wear models growing forward.

Some researchers have suggested modifications to the Archard's model. A
mathematica model developed by Sullivan (132) describes oxidational wear in
boundary lubrication contacts. The model is based on different parameters that
together can be assumed as Archard’ swear coefficient. Another attempt to investigate
the wear in micro contacts is made by Zhang et al (133). They used classical wear
models to calculate the probability of contact to be covered by physically and
chemically adsorbed |ayers. Flash temperatures, real area of contact and friction force
were also calculated by the model. The model suggests that higher lubricant/surface
reactivity or substrate hardness enhance the micro-contact behaviour therefore

affecting the wear of the system.
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Inwork by Andersson et al. (134), amathematical and chemica model was developed
to capture the growth of the tribofilm at alocal scale which changes the geometry of
contacting surfaces. Archard’s wear equation was then used to calculate wear at the
asperity scale. They predicted the growth of the tribofilm on the contacting asperities
for different surface roughnesses. The same coefficient of wear was considered for
tribofilm and substrate which was one of the drawbacks of the model. Another model
developed by Bosman et al. (135) proposes a numerical formulation for mild wear
prediction under boundary lubrication systems. They suggest that chemically-reacted
layers are the main mechanisms responsible for protecting boundary lubricating
systems and when these layers are worn off, the system will restore the balance and
the substrate will react with the oil to produce atribofilm. The effect of tribofilm was
then considered in the model and the amount of substrate atoms in the depth of the
tribofilm was reported to be the reason for the wear of the system in the presence of

the tribofilm.

Recently, awear model was proposed by Ghanbarzadeh et al. (107) which considers
the growth of ZDDP tribofilm on the contact asperities in boundary lubrication
systems. The model takes into account the effect of ZDDP tribofilm in changing
Archard swear coefficient. The analytical results were validated with experimentsin
rolling-sliding conditions reported in another work (109). The model considers the
partial removal of the tribofilm and relates it to the wear of the substrate in the case
of ZDDP on steel surfaces. The tribochemistry model was an important part of the
whole semi-deterministic model because it defines the behaviour of tribofilm growth

on the contacting asperities.
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3.4.4.2 Archard wear equation

During the early stages (1950 to 1956) many researchers tried to study wear of
materials and developed simplified theories. Many experiments were done with
different materials to find the relation between wear and different parameters such as
load, hardness of material and diding velocity. The deformation of the interacting
surface showed that real area of the contact which is responsible for wear is much
more |ess than the apparent area of the contacting surfaces. It was postulated that the
wear rate is related to the small region of the apparent area which is known as hot
spots (136). But the breakthrough came when Archard proposed his wear theory
whereby wear rate isindependent of the apparent area of the contacting surface (130).
Although Holm (136) reached the same conclusion earlier but the incomplete
explanation of results by Holm is the main reason why Archard is mainly attributed
for thisidea. Some work was done between 1953 and 1955 by Hughes and Krushchov
to investigate the effect of hardness of material on wear rate. They proposed that wear

rateisinversely proportiona to hardness of material (19).

Archard wear equation is used to calculate wear volume on the macro scale (20). A
large numbers of experiment were done in 1956 by Archard to assess the effect of
load, hardness and dliding distance on wear rate and he tried to find an equation to
relate wear to these parameters. The experiments were done under dry sliding by using
two pin-and-ring machines (19). He calculated wear by measuring wear scar at low
wear rate and for high wear rate he used weighting method to measure wear. These
experiments were done by using different combination of materials in unlubricated
conditions. Loads between 50 g to 10 kg were applied in the tests. Based on these
experiments, he proposed that in al the experiments and different wear mechanisms,

wear is independent of the apparent area and it directly proportional to the applied
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load for most of the experiment and there was a small deviation in terms of load for
some experiments. He observed two forms of wear which are mild and severe wear in

the experiments due to the different loads (19). Equation 3-2 is the form of relation

that Archard devel oped.
V=K WL
- H 3-2

In this equation V isthe wear volume, W isthe normal load, L isthe dliding distance,

H id the hardness of the material and K isthe Archard wear coefficient.

Although extremely powerful yet the Archard equation has some limitations. The
most important oneis that it has been developed for dry contact conditions. So much
work has been done to modify the Archard wear equation and adapt it to new
conditions. Archard assumed that wear is independent of apparent area which means
that he did not consider the effect of surface topography or surface roughness. There

effect of transient changes in surface roughness is missing as well (20).

Archard equation was derived from the experiments which were done under
unlubricated sliding contact and it cannot be used for the lubricated system. Archard
equation considers just single material properties which is hardness of the material
that it is not sufficient even for unlubricated sliding contacts and it can be seen from
some experimental work that sometimes wear does not relate linearly to load and
diding distance (21, 22). These are the main gaps in the Archard equation which
attract researchers to develop Archard equation to adapt it to the new conditions. In
the following pages we will try to address some of the case studies that will address

the ways in which people have tried to modify the Archard wear equation.
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3.4.4.3 Modification of Archard wear equation to predict wear in mixed

lubricated contact
The Archard equation can just be used for dry dliding conditions. In a recent study
(39), a methodology has been proposed to adapt Archard equation to the mixed
lubricated contacts. Two mgor modifications were made: they proposed that by
considering fractional film defect to modify Archard wear coefficient and the load-
sharing concept to consider the lubricant (137), modified Archard equation can be

implemented for mix lubricated contacts (39).

3.4.4.3.1 Fractional film defect

In the lubricated system, oil molecules exist between the interacting surfaces can
reduce wear coefficient and wear rate compared with the unlubricated system. In this
model by considering fractional film coefficient ¥ and multiply it by dry wear
coefficient ,modified Archard wear coefficient for mixed lubricated system can be
calculated (137). Fractional film defect defined as a probability in which an asperity
comes into contact with another asperity in the region which is not covered by
lubricant molecules (39). Thermal desorption theory isused to calculate W. Equation
3-3 was suggested by Kingsbury and Rowe (138, 139). It indicates fractional film

defect.
a __Ea
Uste © Rg”]} 3-3

In the equation usisthe sliding vel ocity, ax isthe diameter of the areawith an adsorbed
molecule, to isthe fundamental time of vibration of the molecule in the adsorbed state,
Ea represents the heat of adsorption of the lubricant on the surface, Ry is the gas

constant and Ts symbolizes the absolute temperature of the surface. A thermal model
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developed by Akbarzadeh and Khonsari (140) is used to caculate the surface

temperature.

3.4.4.3.2 Fluid and asperitiesload sharing

In mixed lubrication contacts, it is believed that apart of load is carried by asperities
and a part of the load is carried by fluid. This load sharing concept was for the first
time introduced by Johnson and Greenwood (141) Theload is carried by asperitiesis
considered to be mainly responsible for wear in mixed lubrication regime. They

proposed that the total load can be estimated by using equation 3-4:

W =W +W,
34

Where the first oneisthe load carried by fluid and the second one is the load carried
by asperity. The total interface pressure is divided in to two parts, asperity pressure

and fluid pressure:

P=P, +P
35

Regarding the load sharing ratios (scaling factors) are presented in equations 3-6 and

37

W P 3-6
V1= w; = P,

W P 3-7
V2 = w, = P,
Equation 3-8 shows the relationship between scailing factors:

1 1 -

2o 3-8
Yi V2

By subsituting load sharing and fractional film defect into Archard equation :
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K1 can be considered as the wear coefficient for the mixed lubrication system. These

parameters K, ¥ and y, have to be calculated in modified archard equation.

3.4.4.3.3 Determination of the K

K can be caculated experimentally by conducting pin-on-disc experiments.
Furthermore, values for K in different contacting surfaces can be found in literature
(129). But in this study authors measured K based on the fatigue theory of adhesive
wear by using amethod that they developed previously (142). By using fatigue theory

K can be calculated from equation 3-10:

K = 1
_N 3-10

N isthe total number of cycle for the asperity to break which can be calculated from
the equation devel oped by authors. A thermodynamic framework model proposed by
Bhattacharya and Ellingwood (143) can be used to calculate the number of cycle
needed for the asperity to break and then from the equation 3-10 , wear coefficient
can be calculated mathematically. Equation 3-11 can give Dj, the damage in the ith
cycle and once the damage per cycle reaches the critical value D¢ after N cycle, this

shows the number of cycle required for the asperities to break.
D =1—1-1)F if Smax > Se 311

(1+7)

L | =
M _ AM , ,
Ag; Aspll. Agy; + Cll

Fi=

1\t 1+ L
I(1 +) e, M =AM Ay + Cil
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And

1

1 _—
35y AgoiJrlw W
s T+ Ae)i; Aeo; otherwise if Smax <SS,
m 1+ i

3.4.4.3.4 Calculating 82

In this study, as mentioned before, the load sharing concept is considered to adapt

Archard equation to the mixed lubrication system (141).

3.4.4.3.5 Fluid part

Authors used Pan and Hamrock’s (144) centra film thickness equation instead of
Dowson-Higginsons (1962) and Ertel-Grubin (1949) because it is more accurate and
it can be used for high load. They proposed modified equation 3-12 to calculate the
load carried by fluid part.

_ W —0.166 U 0.692 3_12
h, = 2.922 <E) (E) (26)0.47)/{).222

Where hc isthe centra film thickness and the dimensionless parameters defined as:

|
=

u 3-13
HolUy G = CZE'

° R lE'R E'R

Where R is the effective radius curvature, | isthe length of the contact, E isthe
modulus of elasticity, o isthe lubricant viscosity ur is the entrainment speed and a

isthe pressure viscosity index.

52



3.4.4.3.6 Agperity part

To calculate the load carried by the asperity, workers proposed the combination of the
smooth EHL and dry rough contact model to find the part of load carried by asperity
(39, 145-147).The equation 3-14 which hastheload carried by asperity asan unknown

parameter (8) is proposed to calculate 8.

1 3-14

_ _ 1.1396
}/2\/1 +(1.1188 71-0-1531 301203 50.6304 [/ ~0.7161()=0.1423,~02954)

By calculating 8, ¥ and K and substituting these values into the Modified Archard

equation, wear for the mixed lubricated contact can be cal cul ated.

Both the above cases discussed have limitations, especialy when discussing the
tribocorrosion systems. Baheshti and Khonsari (39) verified their model against
experimental results from Wu and Cheng (148). The experiments were done by Wu
and Cheng at the rolling speed and maximum contact pressure of 1.83 m/sand 2 GPa,
respectively and the slide to roll ratio was varied from pure rolling (SRR = 0.001) to
pure sliding (SRR = 2). But the model cannot predict wear at high dlide to roll ratio
accurately because they assumed that the central film thickness is constant for the
entire area which is not the case in high slide to roll ratio systems. Furthermore, this
model cannot be used for tribocorrosion conditions due to the fact that it has been

developed for simple tribological systems with no humidity or corrosion.

Wu and Cheng (148) used small scale two disc machine to be able to get different
dide to roll ratio to verify their model. They used mineral oil with the viscosity of

37.5cSt a 35 C. Their model shows a good agreement with the experimental data
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they obtained. They considered the effect of temperature aswell. The main limitations
of this model were that it could not account for the effect of viscosity of the oil,
Humidity or moisture in the oil and corrosion apart from the fact that their

experimental set up was not much reliable.

3.4.5 Tribochemical wear model

The mode of wear in which chemical reactions due to rubbing (known as
tribochemical reactions) play an important role, is called tribochemical wear. In this
condition, the chemistry of lubricant additives and surfaces determine the severity of
the wear. In the recent years there have been attempts in incorporating such wear
mechanismsin prediction of tribosystem wear and friction.t theimportant components

of such models have been explained briefly in this section.

3.4.5.1 Contact mechanics

There have been many attempts at simulating the contact of rough surfaces in contact
mechanics (107, 149-156). The contact mechanics model developed by Tian and
Bhushan (157) which considers the complementary potential energy will be used in
this work. By applying the Boussinesq method and relating the contact pressures to
surface deformations, the problem would be to solve the contact mechanics only for
finding contact pressures at each node and then the related contact deformations can
be calculated. For thismodel, surfaces should be discretised into small nodesand it is
assumed that the nodes are small enough and the contact pressure is constant at each

node.

The problem is to minimize the complementary potential energy as follows:

V' =2 [[ pit; dxdy — [[ pi dxdy 3-15
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Where p is the contact pressure and V*, u, and u} are complementary potential

energy, surface deformation and prescribed displacement respectively.

The Boussinesq solution for relating contact pressure and surface deformation usually

considers only normal forces and the solution is:

1 *© S4,S
u(xq,x2) = *ff P(sy S2) dsds, 3-16
TE™ J)_co \[(x1 — 1) + (x5 — 52)2

In which E* isthe composite elastic modulus of two surfaces. The contact mechanics

model has been discussed in detail in the Ref (107, 156).

It is assumed that the material acts as a half space. It means that applying aload on
one node of the surface consequently deforms all other nodes on the surface based on
the Boussinesq approximation. This model encompasses severa limitations. Firstly,
surfaces has linear elastic behaviour. Secondly, material faces pure plasticity while it
reaches the hardness threshold. Thirdly, the frictionless contact mechanicsis used in

this moded!.

3.4.5.2 Tribofilm development
Friction is an irreversible process due to energy dissipation at interfaces which is a
non-equilibrium process and should be studied wusing non-equilibrium

thermodynamics (156, 158-160).

Many results show that not only the flash temperature but also the entropy changes at
interfaces are very important in tribochemical reactions. Hence the tribochemical
reaction and the tribochemical film growth models should consider entropy and the
factors affecting the entropy of the system. The concept of thermodynamics in the

tribosystems has been the subject of many recent studies. There are some attempts to

55



model tribofilm growth based on temperature dependency of tribochemical reactions
(161) and adso diffusion-reaction mechanisms (162). Attempts were made to relate
tribochemical reactions to non-equilibrium thermodynamics and changes in the

entropy of the system.

It has been reported that the mechanical stress can play a significant role in inducing
the tribochemical reactions. It is assumed that tribochemical reactions follow reaction
theory but these reactions are activated not only by temperature but aso by
mechanical rubbing (163, 164). The current model is developed in a way that
considers flash temperature as a parameter responsible for the formation but more
importantly is the term x;,;5, Which is responsible for the mechanical activation of
chemical compounds. The discussion on the tribofilm kinetics model can be found in

(107, 156).

Ghanbarzadeh et al (107, 109) suggested that the tribofilm is being removed and
formed at the same time. The process of formation and removal of the tribofilm in
combination, will lead to growth of the film on the substrate. It was a so reported by
Lin et al (94) that the tribofilm is formed and removed at the same time and the
balance between the rate of formation and removal explains the behaviour of the
system. Removal plays an important role in the behaviour of tribosystems and the
current model offers an insight into the removal processes and how these relate to
wear of the system. Assuming that tribofilm remova aso follows an exponentia
form, equation 3-17 isto

()
h = hmax <1 —e h Xtribo- ) _ C3(1 _ e—C4t) 3-17
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In which C;and C, are removal constants. These removal terms were calibrated with

experimental results (156, 165).

3.4.5.3 Wear modelling
The wear model proposed in (107, 156) is based on the conventional Archard wear

formulation; the local wear depth of each point of the surface is calculated using:

K
Ah(x,y) = E.P(x, y).At.v 3-18

Inwhich H, K, P and v arethe material hardness, dimensionless Archard’ s coefficient,
local contact pressure and sliding speed respectively, and At isthe time step in which

contact occurs.

The wear coefficient is assumed to vary across the thickness of the tribofilm. It is
assumed that in the areas where a tribofilm is formed, the coefficient of wear isless
than in the areas where a tribofilm is not formed. The coefficient of wear is assumed
to change linearly with tribofilm height. Assuming that the coefficient of wear isat its
maximum for steel-steel contact and at its minimum when the tribofilm has its
maximum thickness, the equation for calculating coefficient of wear is as follows:

h
CoW,. = CoWgee — (Cowsteel - Cowmin)-% 3-19

CoW,, isthe coefficient of wear for tribofilm with thickness h.

CoWgteer » CoWpin and h,y,,, are coefficient of wear for steel and coefficient of wear
corresponding to maximum ZDDP tribofilm thickness and maximum film thickness

respectively (107, 156).
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The wear modelled in this work is considered to be mild wear, which is the case for
thick tribofilms. It was reported experimentally (62, 107, 108, 156, 166) that, even in
the areas where the tribofilm is fully formed, wear is occurring. It can be interpreted
aspartial removal of thetribofilm and at the same time formation of the film to restore
the balance. Therefore formation and removal of the tribofilm will lead to wear of the
substrate (167) , however this wear is much less than the wear resulting from solid-
solid interactions. Studies show that the concentration of substrate atoms decreases
towards the top of the tribofilm produced by ZDDP (167, 168) on stedl. If material
detaches from the tribofilm due to the contact, some amount of the substrate atoms

are removed from the surface.

This decrease in the atomic concentration of the substrate as the distance from the
substrate/tribofilm interface increases supports the fact that 1ess wear of the substrate
occurs if athicker tribofilm exists. This mechanism was reported by Bosman et al.
(167), who considered the volumetric percentage of Fe over the depth of the tribofilm
and assumed lower concentration in upper layers of the tribofilm. It can be seen in the
Ref (107) that the tribofilm can be removed as a result of the severe contact of the
asperities and in this case a limited number of the substrate atoms present in the

uppermost part of the tribofilm are detached from the surface.

At the same time, more substrate atoms diffuse into the tribofilm and move towards
the upper parts of the film to restore the chemical balance. This movement can be due
to different mechanisms as explained in the introduction section. Replenishment of
the tribofilm then might occur due to different surface phenomena including the
tribochemical reactions and mechanical mixing due to combined effects of material

removal and shear stress.
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3.5 Conclusion

This chapter discusses the state-of-the-art of the effect of water, tribochemistry and
tribocorrosion on the tribological behaviour of sliding and rolling contacts and an
overview of the state-of-the art of different aspects concerning ZDDP reaction layer

formed on the surface.

The presence of water in the lubricated tribosystems particularly in bearing
applications can cause corrosion, hydrogen embrittlement, oil oxidation and shorter
fatigue life. Nevertheless, there is a discrepancy in the published data regarding the
effect of water on friction, wear, viscosity of the lubricant and the decomposition of

ZDDP additive to form a protective tribofilm.

Even though the effect of water seems to be system dependent, the different ways of
reporting experimental data have an adverse contribution. It was found that the effect
of water seems to be strongly dependent on the exact amount of water in oil rather
than the relative humidity value. This suggests that it is not sufficient to report only

the relative humidity condition but the exact amount of water in oil isrequired aswell.

Hence, it can be concluded that a detailed systematic study is needed to reveal such

discrepanciesin the published data.

Onthebasisof al above discussion regarding different models, we can conclude some

important ideas and clarify the direction of our project:

1. The eectrochemica methods and techniques for the tribocorrosion
phenomenon yet are all based on aqueous environment and no lubricant. This
ismainly because there has been no model yet that is capable of handling the

tribocorrosion systems especially when water is present in oil.
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2. Theamisto develop amodel and to observe the effect of water and humidity
on tribochemistry wear. Our approach will be to perform a series of
experiments that would give the general behaviour of the tribofilm growth and
its effect on wear performance. This will lead towards a semi-deterministic
model using two different approaches.

3. Once this semi-deterministic model is achieved, this equation will be used
along with the enormous amount of experimental data to tune the Archard
wear coefficient to account for the effect of water. Thiswill give the modified

Archard’ s wear equation for the tribological systems.
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Chapter 4. Experimental Procedures

4.1 Introduction

The experimental work in this project is divided into for parts, i.e. effect of water
experiments, effect of humidity tests, experiments to validate the semi-deterministic
model developed discussed in modelling part and durability of the tribofilm
experiments. For dliding-rolling condition, Mini Traction Machine (MTM) will be
used to investigate the effect of different parameters, e.g. temperature, humidity,
lubricant and on wear, tribofilm characteristics and durability of the tribofilm. A
humidity chamber was designed for MTM SLIM for the first time in this work to

control the humidity during the experiments.

This chapter discusses the materials and methods that will be used in this study. The
chapter consists of nine sections. Section 4.1 gives agenera overview of the chapter.
Section 4.2 discusses the characterization of bulk oil. In this section, water
concentration will be discussed. The third section discusses the test rig was used for
this study. Section 4.4 discusses the water effect experimental procedure. Section 4.5
discusses the humidity experimental procedure. The fifth section focuses on the test
conditions and material properties of the experiments applied for the validation of the
model (Section 4.6). Section 4.7 presented the experimental procedure and
methodology for the investigation of durability of the tribofilm. The seventh section
presents chemical and surface analysis techniques to discern the composition of
tribofilm. Section eight, the wear measurement methodology and sample preparation

discussed. The last section provides a summary of the chapter.
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4.2 Bulk oil characterization

4.2.1 Water concentration measurements

Coulometric Karl Fischer Titration was used to measure water concentration before
and after each test, which has an accuracy of + 0.01. It is worth mentioning that this
method can be used to measure water concentration in the oil but it cannot determine

whether the water is free or dissolved.

4.3 Testrig

A Mini Traction Machine (MTM, PCS Instruments UK) (See Figure 4-1) is used to
assess the effect of water on wear under rolling and sliding conditions. One of the key
points in using MTM is that dlide-to-roll ratio (SRR) can be changed in the
experiments and it is possible to run the experiment in the wide range of dlide to roll

ratio (0< SRR < 5) (169). SRR is defined as the following:

el 4-1
u,+U -
(%)

SRR =

In which U, and Up are the speed of surfaces A and B respectively. The SRR is the

ratio of the dliding and the entrainment speeds.

In the standard configuration the test specimens are a 19.05 mm (3/4 inch) steel ball
and a 46 mm diameter steel disc. The bal is loaded against the face of the disc and
the ball and disc aredriven independently to create amixed rolling and sliding contact.
Thefrictional force between the ball and disc is monitored by aforce transducer. The

applied load and the lubricant temperature are monitored by sensors.
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Figure4-1 Mini Traction Machine (MTM)

4.3.1 Spacer Layer Interferometry Method (SL1M)

Spacer Layer Interferometry Method (SLIM) was used to measure tribofilm thickness
in-situ (170). The glass disc is coated with a thin layer of silicon oxide which has a
semi-reflective layer of chromium on top. The contact of the ball with the glass is
shined by white light through the microscope and the coated glass. Part of thelight is
returned back from the semi-reflective chromium layer on top of the coated glass and
other part goes through the silicon oxide layer and tribofilm formed on the surface
and isreflected back from the steel ball. Theselight paths are captured by RGB colour
camera and it can be analysed by the software to evaluate the tribofilm thickness
during the experiments. This method is capable of measuring the film thickness of

any reaction layer as they are being formed on the surface (See Figure 4-2).
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Figure4-2 MTM and the Spacer Layer Interferometry configuration

4.4 Effect of water experiments

4.4.1 Materialsand test conditions

In this study the balls and disc used were both of AISI 52100 steel with hardness of 6
GPa. New ballsand discs were used for each experiment. They were cleaned up before
each test by immersing in isopropanol and petroleum ether in an ultrasonic bath for
20 minutes. All the experiments were conducted at an applied load of 60 N. According
to the diameter of the ball which is 19 mm, the maximum Hertzian contact pressure
of 1.2 GPa was calculated. The material properties are shown in the Table 4-1.
Experiments were carefully designed to study wear in boundary-lubricated contacts
at different temperatures, water concentration. A small entrainment speed was chosen
for this purpose .The working conditions and the corresponding A ratios are reported
in Table 4-2. Water and oil were mixed at four different levels of water concentration

in the ultrasonic bath for 5 minutes.
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Table4-1 Material properties

Material properties
Hardness (Ball/Disc) (GPa)
Elastic modulus (Ball/Disc) (GPa)
Ball surface roughness (Ra)

Disc surface roughness (Ra)

Value

210

20 nm

130 nm

Table 4-2 Experimental working conditions

Parameters
Maximum contact pressure (GPa)
Temperature (°C)
Water contents (wt%o)
Entrainment speed (%)
SRR
Test duration (min)
A ratio
Oil used

Dimensions (mm)

Value
12
80,100
0%, 0.5%, 1.5%, 3%

0.1

5%

120
0.04
PAO+ZDDP
Ball =19.05

Disc =46
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4.4.2 Tested lubricants

In this study, PAO+ZDDP and PAO+ ZDDP+water were used. Water and oil were

mixed in ultrasonic bath for 5 minutes to have four different concentrations of water

as mentioned in Table 4-3. PAO+ZDDP+water shows an emulsion state (free water)

at room temperature but at 80°C and 100°C the water seems to be dissolved. It isin

agreement with this concept that higher temperature leads to the higher saturation

point and likewise, there is no free water after each tribological test.

Table4-3 Lubricants

Details

PAO+ZDDP(0.08 mass%

phosphorus)

PAO+ZDDP (0.08 mass%
phosphorus) + (0.5 mass %) Distilled
water
PAO+ZDDP (0.08 mass%
phosphorus) + (1.5 mass %) Distilled
water
PAO+ZDDP (0.08 mass%
phosphorus) + (3 mass %) Distilled

water

4.4.3 Experimental approach

Designation

PAO+ZDDP

PAO+ZDDP+water (0.5)

PAO+ZDDP+water (1.5)

PAO+ZDDP+water (3)

The experimental part of this study can be split into two. All tribological experiments

were carried out by MTM to simulate rolling/dliding conditions in boundary
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lubrication with four different water concentration values. Thetribofilm thicknesswas
measured using Spacer Layer Interferometry to evaluate the tribofilm formation in-
situ. Finally the tribofilm was removed from the samples and wear was measured

using White Light Interferometry. The sub-sets of tribologica experiments are:

I.  Experiments at 80°C for different levels of water concentration to investigate
the effect of water on tribofilm formation and removal and tribological
performance

1. Experiments at 100°C for different water concentration values to study the
effect of water on tribological performance and tribofilm formation and

removal

4.5 Effect of humidity experiments

4.5.1 Humidity control system

To evaluate the effect of different levels of relative humidity on tribological
performance and tribofilm characteristics, a humidity control system was designed
and integrated tothe MTM SLIM for thefirst timeinthisstudy. Thissystem iscapable
of producing continuous steady humidity to expose the lubricant in the tribological
experiment to a humid environment. To simulate rolling/sliding conditions and
monitor tribofilm evolution during the test under controlled humid environment, the
humidity system is mounted on an MTM/SLIM configuration. The humidifier is
connected to the PC by a controller system and relative humidity is monitored by
LUBCHECK program at atimeinterval of one second. The humidity could be varied
between 0%-100% (+1%). The humidity control system consists of different parts

described as followings (Figure 4-3 and Figure 4-4):

67



1) Heater: to heat up the water up to the desired temperature. The advantage of
using heated water to produce humid air is to avoid the presence of water
dropletsin the humid air

2) Insulation part: to isolate the chamber from the environment to keep the
temperature and humidity constant during the experiment

3) Humidity sensor : to control and monitor humidity during the test

4) Thermocouple : to control the temperature of the water during the experiment

5) Dry air and wet air valves: to apply the desired level of humidity in the range
of 0% (dry air) to 100%

6) Bubbler : to produce bubble in the water which facilitates generating the

humid air

The humid air is transferred from the chamber to the MTM oil bath using a heated
tube. The tube is heated to the same temperature as the oil bath and the chamber to

avoid any condensation of the water in the system.

4.5.2 Calibration

To calibrate the humidity control system, a calibration kit was used. The humidity
calibration kit provides an accurate method to calibrate the humidity sensor by using
two different salt solutions. It includes lithium chloride (LiCl) to produce 11.3 %
relative humidity at 25°C and sodium chloride (NaCl) to produce 75.3 % relative
humidity at 25°C. The kit has two bottles which are sodium chloride and lithium
chloride and two fitting caps. Distilled water was used to prepare the salt solutions.
Then, humidity sensor must be placed into the bottle close to the solution. The sensor
should beisolated from the environment to measure the rel ative humidity of the sault
accurately. In addition, the sensor should be left about half an hour to be stabilized

above the solution then the humidity value can be read afterwards.
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Figure 4-3 Humidity control system (a) and (b) humidity chamber ¢) MTM

SLIM integrated to the humidity control system
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Figure 4-4 Schematic representative of humidity control system

4.5.3 Materialsand test conditions

In this study the balls and discs used were both of AISI 52100 steel with hardness of
6 GPa. A new ball and disc were used for each experiment. They were cleaned up
before each test by immersing in Isopropanol and petroleum ether in ultrasonic bath
for 20 minutes. All the experiments were conducted at applied load of 60 N.
According to the diameter of the ball which is 19 mm, the maximum Hertzian contact
pressure of 1.2 GPawas calculated. The materials used in the experiments are shown
in the Table 4-1. Experiments were carefully designed to study wear in boundary
lubricated contacts at different temperatures, different levels of relative humidity and
asmall entrainment speed was chosen for this purpose. The working conditions and
the corresponding A ratios are reported in Table 4-4. PAO+ZDDP was used to carry

out the experiments (See Table 4-5).
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Table 4-4 Experimental working conditions

Parameters Value
Maximum contact pressure (GPa) 12

Temperature (°C) 80, 98

Relative humidity (%) 0, 20, 30, 40, 50, 60, 70, 80, 95
Entrainment speed (%) 0.1
SRR 5%
Test duration (min) 120
A ratio 0.04
Oil used PAO+ZDDP
Dimensions (mm) Ball =19.05/ Disc = 46

Table 4-5 Lubricant properties
Details Designation

PAO+ZDDP(0.08 mass% phosphorus) PAO+ZDDP

4.5.4 Experimental approach

All the tribological tests were conducted by MTM SLIM integrated to the humidity
control system to simulate rolling-sliding conditions in boundary lubricated system.
One of the key aspects in this study is the use of continues steady humidity control

system which provides lubricant exposed to the humid environment. In this system,
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water can be absorbed from the air by lubricant during the experiments. The humidity
level was monitored to be constant during the experiment. Each test was carried out
two times to check the reproducibility of the results and the range of data are plotted

in the graphs.

The reaction layer thickness was measured by Spacer Layer Interferometry Method

to evaluate tribofilm thickness in-situ at different levels of humidity.

|.  Experiments at 80 C for different levels of humidity to investigate the effect
of humidity on tribofilm characteristics and tribological performance
[1.  Experiments at 98 C for different levels of humidity to study the effect of

humidity on tribological performance and tribofilm characteristics

4.6 Validation of the model experiments

4.6.1 Materialsand test conditions

The material used in this work was AISI 52100 steel for both ball and disc with a
hardness of 6 GPa. The balls and discs are carefully cleaned by immersing in
Isopropanol and petroleum ether before starting the experiments. All the experiments
were conducted at an applied load of 60 N which corresponds to the maximum
Hertzian pressure of 1.15 GPa. The materials used in the experiments are shown in

Table 4-6.

Experiments were carefully designed to study wear in boundary lubricated contact at
different ZDDP concentrations and temperatures, and a small entrainment speed was
chosen for this purpose. This experimental matrix is chosen to produce several
different growth behaviours of ZDDP tribofilm on steel surfaces and at the sametime
to be able to measure wear at different times corresponding to those growth

behaviours. The lubricating oil is selected to be Poly-a-Olefin (PAO) with 0.5% and
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1% wt ZDDP as antiwear additive. The working conditions and the corresponding A

ratios are reported in Table 4-7.

Table 4-6 Material properties

Material properties Value
Hardness (GPa) 6
Elastic modulus (GPa) 210
Ball surface roughness (nm) 20
Disc surface roughness (nm) 130

Table 4-7 Working parameters

Parameters Value
IMaximum contact pressures (GPa) 1.15
Temperature (°C) 60,80,100
Entrainment speed(?) 0.1
SRR 5%
Test durations (min) 30, 45, 120
A ratios Around 0.04
Oil used PAO+0.5% wt ZDDP
PAO+1% wt ZDDP
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4.7 Durability of thetribofilm

4.7.1 Materialsand test conditions

In this study balls and discs were both made from AISI 52100 steel with hardness of
6 GPa. New balls and discs were used for each experiment. They were cleaned before
each test by immersing in isopropanol and petroleum ether in an ultrasonic bath for
20 minutes. The materias used in the experiments are shown in Table 4-8.
Experiments were carefully designed to investigate the effect of different parameters
such as temperature, load, stopping time and running in on the tribofilm
formation/removal and wear performance of the system. Small entrainment speed was
chosen for this purpose to remain in the boundary lubrication regime. The working
conditions and the corresponding A ratios are reported in Table 4-9. The methodology
used to study the formation and removal behaviour of the tribofilm by using MTM

SLIM isreported in detail in the experimental approach.

Table 4-8 Material properties

Material properties Value
Hardness (GPa) 6
Elastic modulus (GPa) 210
Ball surface roughness (nm) 20
Disc surface roughness (nm) 10
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Table 4-9 Experimental working conditions

Parameters Value
Load (N) 30, 40, 60, 75
Temperature °C 80, 100, 120, 140
Entrainment speed () 0.1
SRR 5%
Test durations (min) 120
A ratios 0.03-0.06
Oil used PAO+ZDDP
Ball diameter (mm) 19.05
Disc track diameter (mm) 32

4.7.2 Tested lubricants
In this study, Poly-a-olephin (PAO) +ZDDP and PAO were used to investigate the

durability of the tribofilm. The lubricant properties are listed in Table 4-10.

Table4-10 Lubricant properties

Designation Details
PAO+ZDDP(0.08 mass% phosphorus) PAO+ZDDP
PAO+ZDDP (0.08 mass% phosphorus) + (3 PAO+ZDDP+water

mass %) Distilled water

Base oil PAO
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4.7.3 Methodology

It has been hypothesized that the balance between formation and durability of the
tribofilm significantly affects the wear performance of the tribological system (94,
107, 109). To investigate this, a set of experiments was designed to study the
durability of the tribofilm. Tribofilm durability is assessed by measuring its thickness

and how this changes once rubbed in base oil.

Experiments are designed in order that the rate of tribofilm formation is significantly
lower than the loss of tribofilm thickness. For this purpose, experiments were carried
out for two hoursin total; the first 25 minutes run with PAO+ZDDP (oil A) to form
the tribofilm and the rest of the test run by base oil (oil B). The test was suspended
after different times of starting the oil and different removal behaviour was observed.
In addition, a set of tests was conducted to assess the durability of the film formed
after 3 hours of rubbing. The oil was replaced after 3 hours and the results were

compared with the test when the oil was replaced at 25 minutes.

The experimental part of this study contains different steps. Tribological experiments
were carried out by MTM inrolling/sliding conditionsin boundary lubrication. Spacer
Layer Interferometry was used to monitor tribofilm thickness during the experiments
in-situ. The disc was then analysed using XPS to assess the chemical characteristics
of the tribofilm. This experimental sequence leads to growth of the tribofilm and
correlating its chemical and durability characteristics. This experimental approach is

demonstrated schematically in Figure 4-5.
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XPS anaysis XPS analysis

Point O Point A Point B Point C

Oil A Oil B 120 min _} Time (min)

25 min

QOil replaced

Figure 4-5 Schematic of the experimental approach for replacing oil and

surface analysis.

The first set of experiments was to study the tribofilm evolution and was conducted

in three sub-steps as following:

I.  Early-stage tribofilm durability
1.  Late-stage tribofilm durability

[1l.  Multipleoil replacement durability test

The second part of the experiments also includes the following sub-steps:

[1l.  Study the effect of temperature on the durability of the tribofilm by applying
different temperatures after suspending the test (ie. When the tribofilm is
formed)

IV. Different loads were applied after suspending the test to see the effect of load
on the durability of the tribofilm.

V.  Effect of water on durability of the tribofilm

VI.  Investigating the relationship between tribofilm formation/durability and wear

performance of the tribological system for part | and 111

The working parameters for the second part of the experiments are summarized in

Table 4-11.
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Table4-11 Working parameter s of the experimental procedure

Tests Points

I Temperature
(°C)
Load (N)
Oil
Water

concentration

11 Temperature
(°C)
Load (N)
Qil
Weater

concentration

I11 Temperature
°C)
Load (N)

Oil

v Temperature
(°C)

Load (N)

Oil

00— A4
80
60

Qil A
(PAO+ZDDP)

0%, 3%

100
60

Oil A
(PAO+ZDDP)

0%, 3%

100

60

Oil A
(PAO+ZDDP)

100
60

Qil A
(PAO+ZDDP)

B——C
80
60

Qil B (PAO)

0%, 3%

100
60

Qil B (PAO)

0%, 3%

80, 100, 120,
140

60

Qil B (PAO)

100
30, 40, 60, 75

Qil B (PAO)
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4.7.4 Cleaning procedure

4.7.5 Cleaning after suspending thetest

Cleaning the oil bath and MTM accessories used for the test isimportant to study the
durability of the tribofilm accurately. The cleaning process was carried out in three
different steps. First of all, MTM accessories were immersed in the ultrasonic bath for
30 minutes including 15 minutes in isopropanol and 15 minutes in petroleum-ether.
Secondly, the disc was immersed in isopropanol in the ultrasonic bath to remove the
attached ZDDP remaining additive from the discs. Thirdly, to avoid altering the
tribofilm formed on the balls, they were cleaned by atissue stained by isopropanol to
remove the remaining ZDDP on the ball. To make sure that any tribofilm on the ball
was not removed during the cleaning process by isopropanol, two images were taken
by SLIM , one before suspending the test and one exactly before starting the rubbing
again and the images are shown in Figure 4-6 as an example. Comparison between
these two images shows that the thickness of the tribofilm before and after cleaning
the ball is almost the same and the only thing which was removed from the ball isthe
excess unreacted il (asshown in Figure 4-6). The differencein theimagesisthe spots

of oil remaining on the ball at the time of imaging.

Remaining oil

Figure4-6 SLIM imagestaken (a) before suspending thetest (b) immediately

after suspending the test and before starting the rubbing
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4.8 Chemical and surface analysistechniques

4.8.1 X-ray Photoelectron Spectroscopy (XPS)

The chemistry of the tribofilm generated by ZDDP containing-oil at different levels
of applied relative humidity was evaluated by using X-ray Photoelectron
Spectroscopy (XPS) in this work. Anayses have been conducted at the end of each
tribological test for different levels of relative humidity at two different temperatures
of 80°C and 98°C (60). The samples were cleaned by Isopropanol and put into the
ultrasonic bath for 5 minutes after the test and before the XPS analysis. PHI (Model
5000) Versa Probe spectrometer (ULVAC-PHI, Chanhassen, MN, USA). A
monochromatic Al K__exciting line (23.7 W, 1486.6 eV) with abeam diameter of 100
pMm was used to acquire the different spectra. The source analyser angle was fixed at
45° and the signals were collected in fixed analyser transmission (FAT) mode. The
surface analysis of every sample started with a survey scan, which was conducted
using apass energy of 187.85 eV and an energy step sizeof 0.5 eV. Thiswasfollowed
with a high resolution scan of six regions of interest, i.e. C1s, O1s, Fe2p, P2p, Zn2p
and S2p, using a pass energy of 46.95 eV and energy step size of 0.05 eV. CasaXPS
software (v2.3.17) was used to analyse the different acquired spectra. Due to the spin-
orbit splitting of the signals of Fe2p, P2p, S2p and Zn2p, which splits the total signal
into adoublet of 2ps;2 and 2p12, only the prominent signal of 2ps;> was reported in this
study. Generaly, the analysis comprised two main steps. Firstly, a standard Shirley
line type was used as a baseline to subtract the background signal. Secondly, a
Gaussian/L orentzian product formulaline shape was used for the different peaksfitted
to the different signals in order to recognise the different components contributing to
the total signal. The C1s signal was used to calibrate the other signals to compensate

for any charging during acquisition. This was performed by shifting the measured
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binding energy of the aliphatic component (C—C, C-H) to its expected position at

285.0 eV and thus shifting the other signals by the same value (95).

4.9 Wear measur ements

The samples were analysed after each experiments and wear measurements were
carried out by an interferometer. Samples are taken out of the experimental set up
after the complete tribo-tests. The tribofilm formed on the surfaces are carefully
cleaned by using EDT. A White Light Interferometry (NPFLEX from Bruker) was
used to measure wear on the balls and analyse the profile of the wear track. The
equipment is capable of moving in 3-dimentions to be able to produce the image of
the scanned surface. White light interferometry is a non-contact optical method to
measure height, volume loss and roughness and other surface parameter. The ‘Vision
64’ software was used to analyse and interpret the data produced by NPFLEX. 2D and
3D images were taken from the wear track and the average wear depth of different
areas inside the wear track is calculated. The experiments were repeated 2 times for
each working condition and wear was measured in all cases. The wear reported results
include the error bars and the variation of the experimental results from the mean
value. It should be aso noted that the wear depth was measured for 6 different points
inside the wear track for each experiment and the average value was reported for the

anaysis.

4.9.1 Sample preparation

Sample preparation plays a significant role in the experiments. EDTA is used to
remove tribofilm from the surface. Figure 4-7 shows surface before and after using
EDTA to remove tribofilm (169). Figure 4-8 indicates wear profile among the wear

scar before and after using EDTA. It is observed that tribofilm can be interpreted as a
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wear and needs to be removed by EDTA from the surface before the wear

measurements to be able to accurately measure wear of the system.

It can be clearly seen that EDTA can completely remove tribofilm from the surface
and samples would be ready for the wear measurement (see Figure 4-7). EDTA (0.05
M in distilled water) was prepared and it was placed on part of wear scar for 2 minutes
and then it is removed by tissue. The process must be repeated 2 times to make sure

that tribofilm is completely removed.

o 100 200 300 400 500 574

Figure 4-7 Showstribofilm removal from the surface using EDTA(169)

140 o
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— 30055 Wear track

—wear track after EDTA

=
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| 0 100 200 300 400

Figure 4-8 Showswear profile acrossthe wear scar before and after EDTA(2)
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4.10 Summary

In this chapter, all the details about the methodology and the materials which are used
in studying the effect of humidity, temperature, slide to roll ratio and lubricants on
wear performance and tribofilm characteristic under rolling-sliding conditions are

introduced.

In the next chapter, the results will be presented and discussed and key findings will

be disseminated.
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Chapter 5.  Water Effect on Tribochemistry and M echanical
Wear

5.1 Introduction

Water in lubricants has been known to be a contaminant for many systems (3, 51,
171). It is shown to affect the wear performance, especially in bearing systems, in
different ways (4-10). The presence of water in lubricated tribosystems, particularly
in bearing applications, can cause corrosion and hydrogen embrittlement, which can
increase wear and friction (8). In addition, even small amounts of water in parts per
million (ppm) may accelerate the oxidation of oil (60). To investigate the effect of
water contamination on the performance of lubricated systems, it is essential to know
the form that water existsin the oil (172). Water can be present in oil in two different
forms which are dissolved water and free water (42). Dissolved water occurs when
the amount of water in oil is less than the saturation point (171). Free water occurs
when the amount of water in oil exceeds the saturation level. In this case, droplets of

water will be formed in oil resulting in emulsion formation (60).

The effect of water and its tribochemistry on the tribocorrosive wear of boundary
lubricated systems with ZDDP-containing oil at different temperatures has been
studied experimentally in this work. The experimental part of this study can be split
into two. All tribological experiments were carried out by MTM to simulate
rolling/sliding conditions in boundary lubrication with four different water
concentration values. The tribofilm thickness was measured using Spacer Layer
Interferometry to evaluate the tribofilm formation in-situ. Finally the tribofilm was
removed from the samples and wear was measured using White Light Interferometry.

The sub-sets of tribological experiments are:
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Experiments at 80°C for different levels of water concentration (ambient
humidity) to investigate the effect of water on tribofilm formation and removal

and tribological performance

Il. Experiments at 100°C for different water concentration (ambient humidity)
values to study the effect of water on tribological performance and tribofilm

formation and removal

5.2 Theeffect of water on wear

The effect of water on wear performance is shown in Figure 5-1. According to the
results, it can be seen that higher water concentration leads to higher wear. These
results are in agreement with the works published by Lancaster (53) and Cen (60).
They proposed that water plays more significant role in increasing wear compared to
the effect on friction. The comparison between two temperatures suggests that the
lower temperature results in higher wear. It can be attributed to the lower water
content at higher temperature due to the evaporation of water. Thereis also less wear
observed for 100°C compared to 80°C at zero percent water content. This can be
related to the thicker tribofilm formed at higher temperatures. The results are in
qualitative agreements with the recent studies (109, 173). It isinteresting to see that
water concentration in oil for the case of 100°C is less than 80°C. It should be noted
that the effect of temperature in changing the viscosity of the oil and therefore
changing the severity of the contact is negligible in this case as the lambda ratio for
both temperatures was calculated to be around 0.04. The water concentrations have
been measured by Karl Fischer Titration Method before and after each experiment

and the results are reported in Table 5-1.
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Figure 5-1 Effect of water on average wear depth at two different
temper atures of 80°C and 100°C

5.3 Effect of water on tribofilm growth and wear

The sower and less extensive tribofilm growth was observed for higher water
concentration (Figure 5-2 and Figure 5-3) and this effect is more significant at lower
temperature. The tribofilm growth in the running-in period is very different than the
time water is present. It can affect the wear process due to the fact that the running-in
period plays a significant role in the wear of the system. The results show that
increasing the water concentration accelerates wear and it can be related to the effect
of water on tribofilm growth at the beginning of the experiment. Steady state tribofilm
thickness is also affected by water concentration in the oil; the more water
concentration the less the tribofilm thickness. The results arein line with the previous

research by Nedelcu et al. (174) and Cen et al. (60). It can be linked to the formation
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of shorter chain polyphosphates due to the depolymerisation of the longer chain

polyphosphates by water molecules (60).

Table5-1 Water concentration measurements before and after tribological test

Lubricants Water content before Water content after 2hr
test (ppm) test (ppm)
80°C 100°C

PAO+ZDDP 71 11 6

PAO+ZDDP+water 4736 62 11
(0.5 wt)

PAO+ZDDP+water 16540 121 37
(1.5 wt)

PAO+ZDDP+water (3 38920 274 42

wt)

The same pattern was observed at 80 C and 100 °C in terms of tribofilm growth rate
(Figure 5-2 and Figure 5-3). Theonly differenceisthat the effect of water on tribofilm
growth is clearly distinguishable at lower temperature indicating that the effect of
water on the growth of the tribofilm in the running-in period at 80°C is more
significant compared to 100°C. The steady state tribofilm thickness follows the same
pattern for both temperatures; lower tribofilm thickness is observed for higher water
concentration (Figure 5-4). It is also reported in Figure 5-4 that higher temperature
leads to the higher tribofilm thickness and it is in line with the results Fujita et al.

(104) published previously regarding ZDDP antiwear formation and removal. They
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proposed that both the tribofilm growth and steady state tribofilm thickness increase
with temperature. For comparison purposes, the steady-state tribofilm thickness is

plotted against the measured wear depth for both temperaturesin Figure 5-5.

It can be seen while the steady-state tribofilm thickness is higher, less wear occurs.
However, tribofilm thickness in steady-state does not give a full picture of the wear
behaviour in boundary lubricated systems. There are more physical, chemical and
mechanical parameters responsible for the wear. In fact, the whole growth behaviour
of the tribofilm on the surfaces is important for capturing the wear behaviour. It is

important how the tribofilm was formed during the running-in process.

Table5-2 Summary of the effect of mixed-water in oil and temperature on
tribological performance

Changeswith theincrease of mixed-  Mixed-water in  Temperature
water in oil and temperature using oil

PAO+ZDDP in rolling/diding

conditions
Tribofilm Fina tribofilm
decrease increase
information on ball thickness
Hs2fe gt Growth rate decrease increase
Wear increase decrease

88



160

1

140

F
1o

&

120

100

Tribofilm Thickness (nm)
8 8
|
=
.4\
N

g
i W —m— 0% water concentration at 80°C
//L —e— 0.5% water concentration at 80°C

40
1 1.5% water concentration at 80°C
20 / —w— 3% water concentration at 80°C
0 T T T T T T
0 20 40 60 80 100 120

Time (Min)

Figure 5-2 Tribofilm thickness measurement results for 80°C at

different water concentrations

Tribofilm thickness

180 g L
10 B
J v A |
140 E— : :
i Y - Y
120
100
80
60 - ; °
i —m— (0% water concentration at 100°C
20 —— 0.5% water concentration at 100°C
) 1.5% water concentration at 100°C
20 —w— 3% water concentration at 100°C
0 T T T T T T
0 20 40 60 80 100 120

Time

Figure 5-3 Tribofilm thickness measurement resultsfor 100°C at

different water concentrations



—&— Final Tribofilm Thickness at 100°C
—@— Final State Tribofilm Thickness at 80°C

Tribofilm Thickness (nm)

I
e

0.0 0.5 1.0 15 2.0 25 3.0
Water Contents (wt%)

Figure 5-4 Final tribofilm thicknessresultsfor different water

concentrations

180 —&— Final Tribofilm Thickness vs Wear Depth at 100°C
| k —@— Final Tribofilm Thickness vs Wear Depth at 80°C

170
160 \
150 - \ I

140 \k
130 - i I

120 - \#\\}

110 T T r r T
80 90 100 110 120 130

Average Wear Depth (nm)

Tribofilm Thickness (nm)

Figure 5-5 Final tribofilm thicknessresults vs measured wear depth



115 . — 190
| —e— Average Wear Depth a 100°C Liss
—m— Tribofilm Thickness at 100°C I

110 m 180
= ~Lis E
g e
= 105 - 170 @
= | L 165 <
L X
Q 100 n 160 .2
o] I =
b} ] ® L 155 -
= . £
? T [ ~ 145 8
o i =
3: 90 140

I\ L

| — k135

g5 ¢ T [ 130

1 L L 125

80 . . . . . 120

0.0 05 1.0 15 2.0 25 30
Water Contents (ppm)

Figure 5-6 Comparison between average wear depth and tribofilm

thickness at different water concentrations at 100°C

130 : —
—e— Average Wear Depth at 80 C - 170
L —m— Tribofilm Thickness at 80 C L 165
125 I
" _— Lo
E 10 _— [ 155
c L
S ]
= ® — 150
o T | 145
JogEL | i
g 1 140
= 110 o L 135
o B i L 130
T 105 . L 125
= L \ -k
< i T fwo
100 L
] - 110
95 T T T T T
0.0 05 1.0 15 20 25 30
Water contents (Wt%)

Figure 5-7 Comparison between average wear depth and tribofilm

thickness at different water concentration at 80°C

Tribofilm Thickness (nm)

91



A detailed discussion on this can be found in Ref (109). Comparisons made between
the effect of water on steady state tribofilm thickness and the average wear depth for
80°C and 100°C are plotted in Figure 5-6 and Figure 5-7 for 100°C and 80°C
respectively. The trends indicate that increasing the water content in the oil affects

wear by decreasing the steady state tribofilm thickness.

5.4 Summary of the effect of water

Section 5.2 and Section 5.3 have studied the effect of water on wear behaviour of
boundary lubricated tribosystem in a rolling-siding contact. The main results are

summarized in this section.

1. Water influences the growth behaviour of the tribofilm on the surfaces and
more water in the ail resultsin lower rate of the growth on contacting surfaces

2. Water in oil can delay the growth of the tribofilm in the running-in period and
it can significantly affect wear performance in boundary lubricated system.
This effect is more significant for the tests at 80°C in comparison with tests at
100°C due to more water in the oil

3. Higher water concentration leadsto areduction in growth rate of the tribofilm
whichin nature resultsin anincreasein the wear of the system. Thisreduction
in growth rate might be because of the difficulty that ZDDP molecules have
in reacting with the substrate in the presence of the water. (See Figure 5-5)

4. It was shown that tribofilm thickness in steady-state condition is not a good
representative of the wear behaviour of the system. However other important
physical, chemical and mechanical parameters are involved. The whole
growth behaviour of the tribofilm is important to characterize wear. This
means that running-in period is also important in determining the wear of

boundary lubricated systems.
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Chapter 6. Humidity Effect on Tribochemistry and

M echanical Wear

6.1 Introduction

Wear performance of any tribological system can be influenced in acomplex way by
water contamination. Water can be the cause of steel corrosion which, in turn, can
accelerate wear. It can decompose the additivesin the oil and create a more corrosive
environment which leads to the higher wear in the system. The aim of this chapter is
to investigate the effect of relative humidity on tribological performance and tribofilm
characteristics in boundary lubricated system in rolling-sliding conditions. A key
novelty of this study is that the effect of relative humidity and the tribochemical
changes on the tribological performance and tribofilm characteristics of boundary
lubricated systems by means of designing a humidity control system integrated to the
Mini Traction Machine (MTM) and Spacer Layer Interferometry Method (SLIM) for
the first time. The system is capable of simulating rolling-sliding conditions

continuously where lubricant can be contaminated with water.

The reaction layer thickness was measured by Spacer Layer Interferometry Method

to evaluate tribofilm thickness in-situ at different levels of humidity.

l. Experiments at 80 C for different levels of humidity to investigate the effect

of humidity on tribofilm characteristics and tribological performance

. Experiments at 98 C for different levels of humidity to study the effect of

humidity on tribological performance and tribofilm characteristics
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6.2 Humidity effect on oil

In Figure 6-1 the water content at two temperatures of 80°C and 98°C for different
levels of relative humidity are shown. It should be noted that before starting each
experiment, oil was exposed to the relative humidity for 30 minutes to be saturated
and all experiments were conducted at steady state relative humidity. Figure 6-1
shows that there is no significant changes in water concentration while the humidity
level is adjusted between 20% RH and 50% RH. Water concentration dramatically
increases at higher values of humidity. It can be clearly seen that the level of water
adsorption due to the relative humidity reaches a maximum of 0.079% at 95% RH.
The same trend was observed for 98°C (Figure 6-1). The comparison between two
temperatures of 80°C and 98°C confirms that the level of water content is reduced at
higher temperature. It is likely attributed to the evaporation of the water molecules
from the ail. It can also be interpreted from the results that only 18°C differencesin
temperature leads to a significant change in water concentration in the oil and it is

more noticeable at higher values of relative humidity.

6.3 Effect of relative humidity on tribofilm evolution and wear

performance

The effect of relative humidity on tribofilm growth at 80°C is shown in Figure 6-2. It
can be clearly seen that the curves cluster together into three groups. The curvesin
thefirst group called low humidity range correspond to the relative humidity between
0% RH to 40% RH. Second and third groups represent curves for humidity in the
range of 50%RH to 70% RH (medium humidity) and 80%RH to 95%RH (high

humidity) respectively.
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Figure 6-1 Measured water concentration at 80°C and 98°C

The higher tribofilm thickness was observed in the first group due to the lower water
concentration in the oil (Figure 6-3). The lower tribofilm thicknesses were found in
the high humidity group including the humidity in the range of 80% to 95%. Results
indicate higher water concentration in higher humidity tests (Figure 6-3). It can be
concluded that the higher the relative humidity thinner tribofilm is formed. The same
trend was observed at 98°C in terms of tribofilm thickness (Figure 6-3). Tribofilm

thickness was decreased by increasing the relative humidity.

The comparison between these two temperatures show that the differences between
the steady state tribofilm thicknesses for the low humidity values and high humidity
values are more distinguishable at low temperature (80°C). The results are in a good
agreement with the recent study by the authors (110). They proposed that when the
mixed-water in oil increases, the steady state tribofilm thickness decreases. Cen et al
(44) found the same trend in their work. It is interesting to note that based on the

results presented in Figure 6-2 and Figure 6-3, relative humidity can reduce the rate
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of formation and eventual thickness of the tribofilm and it can significantly affect the

wear process (202).

The effects of water concentration at different values of relative humidity on steady
state tribofilm thickness at two different temperatures of 80°C and 98°C are plotted in
Figure 6-4 and Figure 6-5. It can be understood from the graph that the steady state
thickness of the tribofilm reduces while the water concentration (relative humidity)
increases for both temperatures. However, it is more significant and noticeable at
lower temperature due to the fact that more water is present in the oil. It is observed
that an increase of temperature seems to increase the ZDDP decomposition rate thus

increasing the tribofilm thickness.
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It can be clearly understood that at the same values of humidity, tribofilm thicknessis
higher at higher temperature. The sametrend was observed by Morinaet al (15, 175).
Figure 6-6 indicates how steady state tribofilm thickness influences wear

performance.

Thefollowing conclusion can be drawn from the graph; first and foremost, thicker the
ZDDP tribofilm leads to lower wear in the system. Secondly, it can be noted that at
the same thicknesses of the tribofilm, the higher wear occurs at lower temperature
(80°C) which can be attributed to the higher dissolved water concentration in the oil
at lower temperature. This difference indicates that thickness of the tribofilm is only
one of the dominant factors in affecting wear performance and composition of the

tribofilm is also significant and needs to be explored.
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Figure 6-4 Effect of relative humidity on steady state tribofilm thickness for

different temperatures
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6.4 Effect of relative humidity on tribochemistry

Crobu et al. (95, 98) showed the surface chemistry of zinc polyphosphates can be
characterised using X PS based on the integrated intensity ratio of bridging oxygen (P-
O-P) and non-bridging oxygen (P=0 and P-O-M). It has been suggested that the chain
length of glassy phosphates tribofilm can be identified by a combined usage of
bridging oxygen/non-bridging oxygen (BO/NBO) intensity ratio, Zn3s-P2ps2 binding

energy difference and a modified Auger parameter.

This combined method allows characterisation of polyphosphate chain composition
ranging from zinc orthophosphate to zinc metaphosphate. In this study, the ratio of
bridging oxygen to non-bridging oxygen is used to identify the chain length of glassy
polyphosphate by dividing the ratio of BO to NBO intensity obtained from XPS

analysis (Figure 6-7 and Figure 6-8). For the above mentioned experimentsin Section
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6.3 XPS analysiswas conducted and the oxygen peaks are plotted. This approach has

been demonstrated in the literature (176-184).

Table 6-1 represents the results for BO/NBO at different levels of relative humidity.
It can be seen that the value of BO/NBO decreases while the humidity increases for
both temperatures of 80°C and 98°C. It can be interpreted that higher values of
humidity correspond to shorter polyphosphates chain length ranging from zinc

orthophosphate to zinc metaphosphate (95, 98).

Based on the BO/NBO ratios, the shortest polyphosphate chain length was observed
for 95% relative humidity at 80°C while 0% relative humidity at 98°C was found
responsible for the longest polyphosphate chain length. The test at 80°C and 0% RH
showed very short—chain structure predominate in orthophosphate composition and

the long-chain structure (metaphosphate) belongs to 0% RH and 98°C.

It suggests that humidity can affect the mechanical properties of the tribofilm
especially at lower temperatures and higher levels of humidity due to the higher water
concentration in the oil. Figure 6-1 illustrates the water concentrations at different
values of humidity. The lowest water content belongs to 98°C and 0% RH which is
responsible for the longest polyphosphate chain (metaphosphate) and the highest
water concentration is for 95% RH at 80°C found 0.079 which has the shortest glassy

polyphosphate chain length (202).

Theresultsarein agood agreement with literature. Fuller et al (74) and Nichollas (86)
et al pointed out that longer chain polyphosphates could also be depolymerised by
water to shorter chain polyphosphates. The proposed mechanisms of
depolymerisation of polyphosphates chain are described in Equation 6-1 and Equation
6-2 . In the presence of water, hydrolysis of polyphosphates occurs, creating short-
chain polyphosphates and phosphoric acid.
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Zn (PO3)2 + 6H,O = Zn; (PsO16)2 (short chain polyphosphates) + 4H3PO, 6-1

Zn (PO3)2 + 3HO ey 7 n,P,07 (short chain polyphosphates) + 2H3PO4 6-2

It supports the fact that when higher water concentration is present in the oil at higher

values of humidity and lower temperature, the tribofilm formed on the surface consists

of shorter polyphosphates due to the depolymerisation of the longer polyphosphates

chains (44, 174).

The effect of humidity on tribofilm chain length for different temperatures of 80°C

and 98°C are shown in Figure 6-9 and Figure 6-10 respectively. Interpreting the

graphs confirms that the difference between BO/NBO ratios of 0% RH and 95% RH

at 80°C is more significant than 98°C due to the evaporation of water at higher

temperature and lower water concentration presented in the oil.

Table6-1 BO/NBO ratios at different levels of relative humidity

Tests

0% Relative Humidity

20% Relative Humidity

30% Relative Humidity

50% Relative Humidity

70% Relative Humidity

95% Relative Humidity

80°C

0.43

0.39

0.30

0.14

0.1

0.04

BO/NBO

98°C

0.56
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Figure 6-5 showed that higher temperature leads to the thicker steady state tribofilm
thickness. The comparison between the ratios of BO/NBO of two temperaturesreveals
that the higher the tribofilm thickness the longer the polyphosphates chain (Table 6-1).
Figure 6-5 and Table 6-1 results indicate that the higher test temperature results a

thicker tribofilm containing longer polyphosphates.
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Figure 6-7 High resolution X-Ray Photoelectron Spectroscopy (XPS) spectra

for ZDDP tribofilm formed at different values of humidity for 80°C
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Figure 6-8 High resolution X-Ray Photoelectron Spectroscopy (XPS) spectra

for ZDDP tribofilm formed at different values of humidity for 98°C
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6.5 Theeffect of relative humidity on wear performance

The tribological tests were performed using MTM SLIM with different levels of
relative humidity to investigate the relationship between relative humidity and wear
performance. Figure 6-11 and Figure 6-12 illustrates the effect of different levels of
humidity on wear performance of the lubricant. Based on the wear results, it can be
noted that the higher the relative humidity the higher the wear of the system. The
reason for the increase of wear at higher relative humidity is attributed to the higher

level of water adsorption.
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Figure 6-11 Effect of relative humidity on the average wear depth at two

different temper atures of 80°C and 98°C

The following conclusion can be drawn that relative humidity results in the
acceleration of wear of the system. Figure 6-11 confirms that the average wear depth
is dramatically increasing when the relative humidity is reaching the higher values
(more than 50%) at 80°C. It supports the fact that the level of water absorption of the
oil in the presence of humid environment increases to a maximum of 0.079 volume
percent at 95% RH which produces 153 nm average wear depth. The water contents
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and wear depth follow the sametrend at 98°C as 80°C but it should be mentioned that
the effect of higher relative humidity on wear performance is more noticeable at 80°C

compared to 98°C.

These results are in a good agreement with the studies done by Lancaster et al (53)
and Cen et al (44, 60). It was proposed that water contamination plays a significant
role in accelerating wear of the system in comparison with the effect of water on
friction. Cen et al (44) found recently that increasing the relative humidity leads to

the higher water adsorption and higher wear under pure sliding condition.
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Figure 6-12 Effect water concentration measured at different levels of humidity

on the average wear depth at two different temperatures of 80°C and 98°C

Recent work published by Parsaeian et al (110) indicates that average wear depth is
increasing by mixing more water in the oil. It was aso found by Cai et al (185) that

water contamination above the saturation level in the oil (emulation) is detrimental
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for the system in terms of wear behaviour. In this study, it is also observed that the
lower temperature results in higher wear. It can be related to the more evaporation of
water at higher temperature. It can aso be said that the higher temperature leads to
the thicker tribofilm formed by ZDDP. The same trends were proposed by Cen et al

(44) and Ghanbarzadeh et al (109).

Table 6-2 Summary of the effect of relative humidity and temperature on
tribological performance

Changeswith theincrease of relative Relative Temperature
humidity and temperature using humidity

PAO+ZDDP in rolling/diding

conditions
Steady state
decrease increase
tribofilm thickness
Tribofilm
Growth rate No trend increase
information on ball
Phosphate chain
wear scar
length decided by decrease increase
BO/NBO ratio
Wear increase decrease

6.6 Summary of the effect of relative humidity

The effect of relative humidity on tribofilm characteristics and wear performance of
the boundary lubricated system in rolling-sliding conditions has been investigated for
the first time in this chapter by using MTM SLIM integrated to the humidity control
system. Notable observations in this chapter are summarized as follow:
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1. The increase of relative humidity increases the tribocorossive wear of the
system for both temperatures of 80°C and 98°C. It can be attributed to the
higher water concentrations when higher humidity values are applied. It is
worth mentioning that the higher the temperature the less the tribocorrosive
wear due to the thicker tribofilm thickness formed on the surface. The effect
of humidity on wear performance is more significant at lower temperature in
comparison with higher temperature.

2. Higher water contents in oil results in reducing the growth of the tribofilm
which causes higher wear in the system. Reducing tribofilm growth might be
because of the difficulty that ZDDP molecules have to access to the surface
and react with the substrate in the presence of higher amount of water.

3. Reative humidity can significantly affect the mechanical properties of the
tribofilm. It was found that the effect of humidity on tribofilm formation is
more significant at higher humidity and lower temperature (80°C) due to the
more water content in the oil.

4. It can be interpreted from the results that humidity hinders the growth of the
tribofilm and it can considerably affect the tribocorrosive wear of the system.
The higher the relative humidity the lower the steady state tribofilm thickness
and the higher the tribocorossive wear.

5. XPS results show that shorter chain poly phosphates present in the tribofilm
at higher relative humidity. It can be linked to the depol ymerisation of longer
polyphosphate chain to shorter chain. The higher the relative humidity the

lower theratio of BO/NBO.

The results indicate that the higher water concentration observed in the higher

humidity test and thinner tribofilm containing shorter chain poly phosphatesisformed
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on the surface (Table 6-2). This experimental results are used to develop a semi-
analytical model considering the effect of relative humidity on the tribofilm thickness
and the corresponding wear for the first time which is the subject of the next chapter

of this study.
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Chapter 7.  Development of Tribochemical M odel

7.1 Introduction

Relative humidity, addition of water and their effects on tribochemistry and wear of
boundary lubricated systems were examined experimentally in Chapter 5 and Chapter
6. Inthe current study the tribofilm thickness and wear results obtained experimentally
are used to devel op a semi-deterministic approach to implement the effect of humidity
and mixed-water in wear prediction of boundary lubrication for the first time. Two
approaches were used for this purpose; firstly, a modification factor was found to be
suitable for Archard’s wear equation to be able to account for the effect of relative
humidity. Secondly, the effect of humidity on the tribofilm growth on the surfaces
was captured in the model and its effect on the wear was tested based on a recent
model developed in Leeds (107, 156). Although the model components are explained
briefly in this section, the details of the contact model and the wear mechanism can

be found in Ref (107) and (109) respectively.
The model consists of the following main parts:

- A deterministic contact model for rough surfaces using elastic-perfectly
plastic theory

- A semi-analytica tribofilm growth model based on thermodynamics of
interfaces

- Tribofilm mechanical propertieswhich include the values reported previously
in the literature

- A new proposed modification of Archard’s wear model considering the effect

of ZDDP tribofilm
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In this model, digitized surfaces have been used as the inputs. This method is
explained in detail by Tonder et al. (186) and Ghanbarzadeh et al (107). The contact
mechanics modd is a plastic-perfectly plastic approach using the complementary

potential energy formulation (107).

In order to consider tribochemistry, this model contains the tribofilm formation part
which is based on kinetics of tribochemical reactions and is combined with a
phenomenological term that accounts for the dynamic removal of the tribofilm (107)

and is shown by equation 7-1 .

_kaT _
h = hmax <1 _ e( Yy -xtnbo-t)) _ C3(1 _ e—C4t) 7-1
1 ] 1 ]
Y Y
Formation Removd

In which k; and h' are the Boltzmann and the Plank’s constants, T is the flash
temperature and C;and C, are removal constants. The term x;,.;,, Was interpreted as
the mechanoactivation in inducing the tribochemical reactions. A detailed discussion
can be found in (107). A tribochemical wear model was developed in that work that
accounts for the dynamic, formation and removal of the tribofilm. Since the wear
model is developed further to take into account the effect of water in this thesis, a

detailed description is given in this chapter.

The wear model used in the numerical approach is a modified version of Archard's
wear equation that accounts for the growth of the ZDDP tribofilm on the surface. The
wear model islocal and is space and time-dependant. Assuming that the coefficient
of wear isat its maximum for steel-steel contact and at its minimum when the tribofilm
has its maximum thickness, the equation for calculating the coefficient of wear is as

follows:
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Kir = Kotoet = Kstoet = Kmin)- 5= 7-2

Where K, is the coefficient of wear for atribofilm with thicknessh, Kgieetr Kmin
and h,,,, are coefficients of wear for steel and the maximum ZDDP tribofilm
thickness and maximum film thickness, respectively. It was reported that wear can
occur due to the removal of the tribofilm from the surface. There islimited number of
the substrate atoms in the bulk of the tribofilm due to different surface phenomena
(168, 187, 188). Therefore the dynamic process of the formation and removal of the
tribofilm on the contacting asperities will lead to the removal of the substrate atoms
(109). This is a simple mathematical formulation for studying the effect of ZDDP

tribofilm on reducing wear on steel surfaces. This wear model is explained in detail

in (107, 156) and is validated against experimental resultsin Section 7.3.

7.2 Model calibration procedure

There are severa parameters in the complete model that require calibration before
predictions of wear can be made. The details of the model calibration has been
reported in (107) in detaill. However a brief explanation is given here. For the wear
calculation part of the model, the parameters needed are the initial wear coefficient,
K, and the minimum coefficient of wear CoW,,;,. These are determined using
experimental results for one operating condition and then used for al other
simulations under different conditions. For the tribofilm growth part of the model, the
four parameters x:ripo, Rmax,» C3 @nd C, need to be determined for each set of
experimental conditionsin order to capture the tribofilm behaviour, which is different
in each case. Thisis achieved by fitting equation 7-1 to experimental measurements

of tribofilm thickness.
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The procedure for determining the initial wear coefficient involves conducting
simulations with different initial coefficients of wear to identify the coefficient value
that exactly matches the wear behaviour observed in the calibration experiment. The
same initial coefficient of wear can then be used in al other simulations under

different conditions.

For simplicity, the value of CoW,,,;,, is chosen to be one tenth of theinitial coefficient
of wear for the case of steel on stedl contact. This is based on the experimental
observations that wear in the presence of the ZDDP tribofilm has been reported to be
approximately one tenth of the wear in the absence of the ZDDP (74, 86, 189-191).

The numerical prediction results confirm that this is a reasonabl e approximation.

7.3 Validation of the model

7.3.1 Tribofilm thickness

MTM-SLIM configuration results are shown in this section for two ZDDP
concentrations at three temperatures and three times. Thickness measurementsfor 1%
wt ZDDP concentrations in oil at two temperatures of 60 and 100°C for three different
test durations are shown in Figure 7-1 and Figure 7-2. All the experiments were
conducted at applied load of 60 N. In addition, the measurement results with the same
concentration for different temperatures for 2 hours test duration are plotted in Figure
7-3 . Spacer Layer imaging results are also plotted for 0.5% wt ZDDP concentration

inoil at three different temperatures of 60, 80 and 100° C in Figure 7-4.

The tribofilm measurement results are used to calibrate the tribochemical model of
Equation 7-1 and the calibrated parameters are reported in Table 7-1. The goodness

of thefitting isa so shown in the Figure 7-5 for one case of 1% wt ZDDPin oil. Figure

112



7-5 shows the tribofilm thickness predicted by the simulation and measured

experimentally for the three temperatures (60°C, 80°C and 100°C) for 1% wt ZDDP.
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Figure 7-1 Tribofilm thickness measurementsfor 100°C at different times
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Figure 7-2 Tribofilm thickness measurements for 60°C at different times
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Figure 7-3 Tribofilm thickness measurementsfor different temperaturesfor

1% wt ZDDPin oil
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Figure 7-4 Tribofilm thickness measurementsfor different temperaturesfor

0.5% wt ZDDP in ail
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Thereisvery good agreement between simulation and experiment, and both show that

the tribofilm formed under these different conditions has a different thickness. The
tribochemical model predicts the growth of the tribofilm at asperity scale. Therefore
the next step would be to examine the effect of this formed tribofilm on wear of the
system using the proposed wear model. Wear measurement results are shown in the
next section and the predicted numerical results are reported in Section 7.3.2 and

7.3.3.

0.2 d ! T T Goodness ¢rf1he fit:

R* = 09895
uiB_ YT T ] A RE =0L9844 p—
0ie .

=
=
T
|

=
]
T
|

2]

Tribofilm thickness (Jum)

g

T=80 C numerncal
= T=100 C numerical
T=60 C numencal
B Ry 3 I s #+  T=100C experimental ||
| @ T=80 C expenimental
& T=E0 C experimental

004 -4/

of

20 40 B0 =1] 100 120
Time (min)

Figure 7-5 Example of numerical and experimental tribofilm growth for 1% wt

ZDDP in ail at three different temperatures
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Parameter

COW i

hmax

Xtribo

E\E,

V1,V3

Hsteel

Htr

Table 7-1 Numerical inputsand calibrated parameters

100°C

5.45x 1078

5.45 x107°

250 nm

1.66 x107¢

0.08566

0.000457

209 GPa

0.3

6 GPa

2 GPa

1% Wt ZDDP

80°C

5.45x 1078

5.45 x 107°

200 nm

1.66 x107¢

0.05432

0.0004022

209 GPa

0.3

6 GPa

2 GPa

60°C
5.45

x 1078

5.45
x107°

150 nm

1.66

x10—16

0.08052

0.0004033

209 GPa

0.3

6 GPa

2 GPa

0.5% Wt
ZDDP

100°C

5.45 x 1078

5.45 x 107°

250 nm

1.30x10°16

0.08052

0.000406

209 GPa

0.3

6 GPa

2 GPa

Description

Initial
Dimensionless wear
coefficient for steel

Dimensional wear
coefficient for
maximum film

thickness

Maximum local
tribofilm thickness
in the formation

process

Tribofilm formation

rate constant

Tribofilm remova

constant

Tribofilm removal

exponential factor

Y oung's modulus

of two surfaces

Poisson ratio

Hardness of the
steel substrate

Hardness of the
tribofilm at steady
state tribofilm

thickness
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7.3.2 Wear results
White Light Interferometry using NPFLEX from Bruker was used to measure wear

on the discs. An example of wear measurement images is shown in Figure 7-6.

The wear analysis in this work is based on the average wear depth profile and is
compared to the numerical results. Wear depth is measured by comparing the average
heights of pointsinside and outside the wear track. An example of this comparison is

shown in Figure 7-7.

15484 309.68 464.52 619.35?,

Figure 7-6 2D and 3D images of wear track

The measurement results for different working conditions as reported in Table 7-1 are
shown in Figure 7-8 for 1% wt ZDDP in oil and Figure 7-9 for 0.5% wt ZDDP which
give the wear depth measured for different samples. The experiments were conducted
for different times for 1% wt ZDDP to see the evolution of wear and validating the

model but only 2-hour experiments were carried out for 0.5% wt ZDDP in the ail.
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Y Profile: AX=304.5630 ym; A7=-0.1465 pm

0.10 I

Figure7-7 2D wear track image and theimage profile of the surface after the

experiment

From the comparison of the experimental results, it can be interpreted that a higher
concentration of ZDDP in the oil increases the growth rate of the ZDDP tribofilm. It
is aso shown that a higher concentration of ZDDP results in less wear in the system.
These conditions are simulated by the model and the results are reported in the next

sections.
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Figure 7-8 Wear measurementsfor different temperatures and different times

for 1% wt ZDDP in ail
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Figure 7-9 Wear measurementsfor different temperaturesfor 0.5% wt ZDDP

inoil at 2 hours
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7.3.3 Numerical results

The experimental wear depth measurements for 80°C at two hours were used to
calibrate the wear model as described in Section 7.2. The initial coefficient of wear
found agreed well with values reported in the literature (161, 167, 192). Wear is
calculated at every time step of the simulation using the wear model described in
Section 0, and plastic deformation is calculated in the el astic-perfectly plastic contact

model.

The amount of wear is accumulated in time at every asperity in contact and the wear
depth can be calculated at the end of simulation. The experiments reported in Section
7.3.2 were simulated viathe model, and the predicted wear depth as afunction of time
isshown in Figure 7-10 for 1% wt ZDDP in oil and Figure 7-11 for 0.5% wt ZDDP.
This strategy shows that if the model is able to capture the tribofilm growth on the
surface it is aso able to capture wear in the systems with this specific mechanism.
The authors believe that this model in combination with the experiments can open
new insights in the mechanisms of wear reduction of ZDDP on stedl surfaces and
relate it to the tribofilm formation and remova properties and can be extended to
systems where tribochemical reactions form reactive layers and these layers offer a
physical barrier to the surface. Thiswould be the case for most P-containing antiwear

additives.

For comparison with experiments, cal culations of wear depth and tribofilm thickness
are made by averaging values over the entire computationa surface. The calibration
parameters were then used to simulate the model to see the pattern of surface
topography and wear of the system. No validation of such physical parameters was

then reported and only the numerical model development and its capabilities were
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studied. In this work experiments were conducted on MTM and the tribofilm growth

results are based on the new measurements.

Tribofilm thickness experimental results are used to capture the growth behaviour by
setting the ssimulation values with respect to the experimental results. It is important
to notice that once the tribofilm behaviour is captured, the model is able to predict the
wear behaviour for the case of ZDDP on steel surfaces. So far in this research,
capturing the tribofilm behaviour was dependent on the experimental results due to
the lack of comprehensive analytica understanding of the real mechanisms of
tribofilm formation and removal. Despite al the complexities, such smplified semi-
analytical modelsfor tribofilm growth can be good starting points for the problem. As
explainedindetail inthe previouswork (107) , thereismore need for experimentation

to develop the proposed tribofilm growth even further.

The parameters used in the tribofilm growth model such as x50, Rmax, C3 @nd C,
for different sets of experiments are reported in Table 7-1. It can be seen from Table
7-1 that the fitting parameters are different for different experiments and this is not
surprising due to the different growth behaviour in each experiment. The calibration
results in this work reported in Table 7-1 are in line with the theories explained in
(207) . It can be seen that x;,;;,, IS the same for different temperatures of the same
condition. It isalso reasonableto have smaller x;,.;;, for lower concentration of ZDDP

inthe oil.

These results are in agreement with the concept of x;,;,, Which was explained in
details in (107, 156) . In principle, this term relates to the proportion of transition
states in the tribochemical reaction that result from mechanical activation; in practice
it is a fitting parameter to be caibrated via experiments providing in-situ

measurements of tribofilm thickness. The advantage of thismodel isthe ability to link
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to component scale measurements. It must be noted that the work strongly supports
the fact the tribofilm reactions need shear stress to initiate. The temperature
dependency of the kinetics is not exponentia like conventional Arrhenius type
equations. Theterm x,,;;,, iSindependent of the temperature and it is confirmed in the
numerica results reported in Table 7-1. It shows that concentration of lubricant
additives can be considered in the growth modelling of their tribofilm. Since thisis
not the focus of this work, further discussion on the growth model is not presented

here.

As explained in Section7.3.3, the coefficient of wear in the simulation is time and
position-dependent. Therefore the average coefficient of wear at each time in the
simulation can be obtained by averaging the values for coefficient of wear for al
contacting points. The variation of the average coefficient of wear with time for
different temperatures in the case of 1% ZDDP in the oil is plotted in Figure 7-12. It
can beinterpreted from the results that growth of the tribofilm on the contacting spots
can reduce the average wear coefficient and that resultsin the overall wear reduction.
The average wear coefficient tends to stabilize when the tribofilm thickness stabilizes

and thisis where the steady-state wear can start.

The predicted pattern of wear depth seen in Figure 7-10 and Figure 7-11 shows that a
relatively fast plastic deformation happensin the beginning of the contact and therate
of the wear reduces as the rate of plastic deformation reduces. The wear of materia
still remains and is responsible for the reduction in depth of the contact. Formation of
the tribofilm on the contact spots results in the reduction of wear rate and is
responsible for less wear being observed in numerical results. The amount of wear
observed experimentally after 30 minutes and 45 minutes at 100°C and 60°C for 1%

wt ZDDP in oil are aso shown as discrete data pointsin Figure 7-10. The simulation
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predictions show reasonably good agreement with the experimental measurements;

see also Table 7-2 for comparison of the data values.

025 - - !
—T=60C )
—T=80C : : :
- } ; : -
02 H T_“:":_I G e e Gumi s T
+  expetimental T=100 | ¢ : ;
E *  experimental T=80
= *  experimental T=60
e |:|15 .......................................
L
]
o
7]
o
E 1 S T e T
@D
g .
oose oo ............. A ............. .............
v ; ; i ; |
0 20 40 B0 g0 100 120

Time {min)

Figure 7-10 Simulation of wear for different temperaturesat 2 hoursfor 1% wt

ZDDPin ail

Figure 7-10, Figure 7-11 and Figure 7-9 together therefore highlight that the effect of
the ZDDP tribofilm on the coefficient of wear is well captured by the model. The
tribochemical wear model tested in this study can be applied to systems similar to the
one reported here; where areacted film with varying chemistry through the thickness
isformed. As the tribofilm starts to grow on the surface, the rate of this growth plays

asignificant role in the rate of reduction of the coefficient of wear.

The thickness reported in most experimenta studies is the steady-state tribofilm
thickness, but the coefficient of wear in this work is a function of time and changes

with the gradual changes in the thickness of the tribofilm. Therefore it is possible to
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have a thicker tribofilm in the simulation at steady-state while also having a higher

wear.

The tribofilm thickness measurements resulting from Spacer Layer Interferometry
were used to calibrate the tribochemical model of Equation 7-1. Simulations were
carried out using the calibrated parameters and working conditions. The simulation
results show that the assumption of alower time and spatially-dependent coefficient
of wear for thicker tribofilmsis reasonable for the case of different temperatures and

different concentrations of ZDDP in the ail.
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Figure 7-11 Simulation of wear for different temperaturesat 2 hoursfor 1% wt

ZDDPin ail
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Figure 7-12 Variation of the aver age coefficient of wear with timefor different

temperaturesfor 1% wt ZDDP in oil

It can be seen in Figure 7-10 and Figure 7-11 that at the start of the tribo-contact,
simulations show almost the same wear because of high plastic deformation. At some
point, when the tribofilm starts to grow, and because of variable reaction rates
(indicated by x5, Vaues), the coefficient of wear starts to decrease and the rate of
this decrease depends on temperature and concentration of additive. This fact isaso

confirmed in Figure 7-12. The experimental results support the model.
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Table 7-2 Comparison between experimental measurements and numerical
wear depth calculations

Test Experimental wear Numerical wear

depth measurements  depth results (um)

(Hm)
1%wtZDDP  100°C_30 min 0.0712 0.0778
100°C_45 min 0.0818 0.0839
100°C 120 min 0.1272 0.1208
80°C_30 min 0.0793 0.0798
80°C 45 min 0.0947 0.0952
80°C 120 min 0.1482 0.1484
60°C_30 min 0.1006 0.0917
60°C _45 min 0.1252 0.1121
60°C_120 min 0.2102 0.2215
05%wt  100°C 120 min 0.1505 0.1430
ZDDP 80°C 120 min 0.1830 0.1682
60°C 120 min 0.2550 0.2676

7.4 Analytical study of the effect of mixed-water

The experimental resultsreported in Chapter 5 are used in this section in two different
approaches to predict wear of the boundary-lubricated contact with the oil containing

ZDDP additive.

126



7.4.1 First approach: semi-deter ministic coefficient of wear

In this approach it is assumed that the tribofilm thickness is following the same
behaviour for al levels of water concentration. It means that the growth of tribofilm
isthe same for all water concentration experiments and the same amount of tribofilm
is formed on the surfaces for all different experiments. Thisis not accurate in reality
and experimental results reported in chapter 5 show otherwise. But this approach is
used to seeif the same tribofilm growth behaviour is modelled for all experiments, a
modification to Archard’ s wear equation can predict the wear of the system. The only
parameter that can be affected by water isassumed to betheinitial coefficient of wear.
The calibration procedure for the initial coefficient of wear is reported in Ref (109).
This approach is applied to semi-deterministicaly find the true coefficient of wear

corresponding to the different levels of water concentration. The value of the average

wear depth measured experimentally and reported in Section 5.2 was used to match
the average wear depth results from the simulations for every level of water
concentration. The procedure for determining the initial wear coefficient involves
conducting simulations with different initial coefficients of wear to identify the
coefficient value that exactly matches the wear behaviour observed in the experiment.
The difference between the value of the calculated wear and the wear measured
experimentally in Section 5.2 was set to be less than 0.1 nm in order to get the best
match. The initial wear coefficients calculated from the ssmulations are reported in

Table 7-3 for different water concentrations for 80°C and 100°C.

A factor y is added to the proposed wear model of Equation 7-2 that is responsible
for the effect of water on tribocorrosive wear of the system. Equation 7-2 is then

converted to Equation 7-3.
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h
Ktr = lIJKsteel - (lIJKsteel - Kmin)-%

Y is calculated between 1 and 2.5 in all ranges of water concentrations and is more
for higher concentrations. These simulation results show that the coefficient of wear
can be modelled for different levels of water concentration to predict wear. If the
appropriate ¥ value is assigned in the simulation of wear in the presence of water,
wear values can be successfully predicted by Equation 7-3. ¥ is then reported in Table

7-4 for different levels of water concentration.

Table 7-3 Wear coefficients used in the numerical ssmulations (Dimensionless)

Temperature 0% 0.5% 1.5% 3%
100°C 1078 1.64*10°8 1.65*1078 2.3*1078
80°C 2108 271078 3.1*1078 351078

Table 7-4 ¥ for different water concentrations at different temperatures

(Dimensionless)

Temperature 0% 0.5% 1.5% 3%
100°C 1 135 1.55 1.75
80°C 1 1.64 1.65 2.30
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7.4.2 Second approach: effect of tribochemistry

To study the effect of tribochemistry, unlike the first approach, the starting coefficient
of wear is assumed to be the same in the numerical model for different levels of water
concentration. Following that, the effect of water in changing the growth behaviour
of the tribofilm observed experimentally in Chapter 5 has been used to capture the
behaviour in the model. The changesin growth behaviour of the tribofilm will change
the wear coefficient locally at the asperity scale. For the tribofilm growth part of the
model, the four parameters x;,;p, ,Amax, C; @d C, need to be determined for each set
of experimental conditions in order to capture the tribofilm behaviour, which is
different in each case. This is achieved by fitting Equation 7-1 to experimental
measurements of tribofilm thickness of Section 5.3. These parameters are reported in
Table 7-5 for different water contents. The wear is then calculated with respect to this
growth behaviour and the results have been compared to the experimental wear depth

results obtained experimentally.

The tribofilm growth simulation results are plotted Figure 7-13. The simulation wear
results corresponding to the different level s of water concentrationsfor 100°C and 80°
C are aso shown in Figure 7-14 and are compared with the experimental results of
section 5.3 . It can be seen that tribofilm affects the wear of the system. In the higher
concentrations of water a lower rate of formation of the tribofilm is being observed.
This lower rate of formation results in higher coefficient of wear according to
Equation 7-2. It is important to notice that once the tribofilm behaviour is captured
(Figure 7-13), the model is able to predict the wear behaviour for the case of ZDDP

on steel surfaces (Figure 7-14).
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Table 7-5 Simulation inputs and calibration parameters

T=100°C
Water 0 0.5 15 3
Concentration
(wt %)
Xeribo 1.66x10716 1.56x10~16 1.41x10716 1.35x10716
Rypax (M) 250 250 250 250
C, (nm) 85.86 95.92 132.7 134
C, 0.000457 0.000408 0.0003149 0.000331
T=80°C
Water 0 0.5 15 3
Concentration
(%)
Xeribo 1.66x10716 9.65x10~17 8.85x10~17 7.45x10°17
Rypax (M) 200 200 200 200
Cy (nm) 54.32 100 120 120
C, 0.0004022 0.000098 0.0001067 0.0001042

So far in this research, capturing the tribofilm behaviour was dependent on the
experimental results due to the lack of comprehensive mechanistic understanding of
tribofilm formation and removal. Despite al the complexities, such smplified semi-

analytical models for tribofilm growth can be good starting points for the problem.
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Thisistherefore agood approach for modelling wear in boundary lubricated contacts

which can include the effect of water in the tribological behaviour of the system.
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Figure 7-14 Numerical wear calculation compared with experimental
measur ements (a) 80°C and (b) 100°C

Tribocorrosive wear of the boundary lubricated system by oil containing a ZDDP
antiwear additive has been modelled in this work considering the tribochemistry of

the antiwear additive. It is shown that considering growth behaviour of the tribofilm
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for ZDDP on steel surfaces is a reasonable approach for modelling wear in
tribocorrosive tribological systems. Experiments were designed to monitor the
tribofilm growth in addition to the measurement of wear to be able to make a link
between them. Two numerical approaches were tested in this work in order to study
the effect of water in tribocorrosive wear of the boundary lubrication contacts and the
results were shown in the previous section. For thefirst approach, coefficients of wear
were semi-deterministically obtained from the simulations to satisfy the wear

measurements.

This approach suggests that for different water concentrations wear of the system is
different and Archard’s wear equation needs to be modified accordingly. It was
reported in Section 7.4.1 of the numerical results that a modification parameter can be
used to modify the Archard's wear coefficient in the previously reported
tribochemistry wear model. This parameter () is calculated from the ssmulations and
the range was between 1 and 2.5 for all water concentrations used in this study. It is
shown that, without changing the growth behaviour of the tribofilm (tribochemistry),
simulations can predict the wear of tribocorrosion systems by changing the Archard’s
wear coefficient. In the second approach, unlike the first one, the effect of water on

the growth of the ZDDP tribofilm was considered.

The growth model was calibrated for all different tribofilm growth case s and the
simulations were carried out using those growth behaviours. The coefficient of wear
was assumed to be constant for all the simulations in this approach unlike the first
approach and the only parameter changing the coefficient of wear was the difference
in tribofilm thickness of the different cases. Wear results in this case were shown in

the previous section and good agreement can be seen with experimental results.
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As shown in Table 7-5 Simulation inputs and calibration parameters the rate of
formation of tribofilm is different for different levels of water concentration at the
same temperature. The term x;,-;,,Which is responsible for the effect of mechanical
rubbing on the initiation of tribochemical reactions (107) is reported in Table 1-6. It
isclear both from experimenta and numerical resultsthat the formation rate decreases
when water concentration increases. The term x.,.;,,for different levels of water

concentration is plotted in Figure 7-15.
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Figure 7-15 x.ip, Calibrated for different temperatures at different water
concentrations at (a) 100°C and (b) 80°C

The simulation results based on the second approach show that if agood predictionin
the growth behaviour of the tribofilm is calculated, it can lead to agood prediction in
the wear of the system. In previouswork by Ghanbarzadeh et al (109), the wear model
and the effect of tribofilm in reducing wear have been studied and the numerical
model showed good predictive capabilities for wear. The term x;,;,, that isa maor
part in the growth behaviour of the tribofilm will be the subject of future work of the
authorswith afocus being on how different oils and tribological parameters affect the

value. Understanding and being able to quantify this term for tribocorrosion
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conditions will help to obtain a more robust predictive tribofilm growth model.
Tribofilm growth prediction then impacts the prediction of wear according to
Equations 7-1 and 7-2. In this stage of the work, only the predictive capability of the
model in tribocorrosive conditions was tested and the results are promising. More

results and development of this model will be reported in the future.

7.5 Analytical study of the effect of relative humidity

The wear in this work is predicted in two different numerical approaches. The
experimental results of Chapter 6 are used to both calibrate and validate the model.

Both numerical approaches are described in detail below.

7.5.1 Semi-deter ministic coefficient of wear (approach one)

In this approach, it is assumed that the tribofilm thickness is following the same trend
in al levels of humidity and the tribofilm growth model of Equation 7-1 is not
modified for different levels of humidity. This is not correct in redlity and the
experimental results of Chapter 6 show otherwise. But the rationale for thisisto see
the effect of humidity on modifying the Archard wear equation without taking care of
the tribofilm properties. So one can model the humidity and predict wear without

considering changes in the tribofilm and only using Archard’ s wear equation.

The only parameter that can be affected by humidity in Equation 7-2 is assumed to be
the initial coefficient of wear (Kg:.e;). The calibration procedure for the initial
coefficient of wear isreported in detail in Ref (109). This approach is applied to semi-
deterministically find the true coefficient of wear corresponding to the different levels
of humidity. The value of the average wear depth measured experimentally and
reported in Section 6.5 was used to match the average wear depth results from the

simulationsfor every level of humidity. The procedurefor determining theinitial wear
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coefficient involves conducting simulations with different initial coefficients of wear
to identify the coefficient value that exactly matches the wear behaviour observed in
the experiment. The difference between the value of the calculated wear and the wear
measured experimentally in Section 6.5 was set to be lessthan 0.1 nm in order to get
the best match. The initial wear coefficients calculated from the simulations are

reported in Table 7-6 for different levels of humidity at 80 °C and 98 °C.

Table 7-6 Dimensionlessinitial wear coefficientsin the numerical smulationsin

thefirst approach

Relative Humidity  Temperature 80°C Temperature 98°C

0 2.2 x 1078 1.2 x 1078
20 2.5 x 1078 1.3 x 1078
30 26%xX1078 | -
40 295 x 1078 2 x 1078
50 3.1 x10°8 2.2 x 1078
60 35 X 1078 e
70 p RV 0 s H e ———
80 42 x 1078 2.3 x 1078
95 6 X 1078 2.35x 1078

A factor ¢ is added to the proposed wear model of Equation 7-2 that is responsible for
the effect of humidity on tribocorrosive wear of the system. These values are reported

in Table 7-7. Equation 7-2 is then converted to Equation 7-4 as follows:
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h
K(h) = @. Kgteer — (@ Kreer — Kmin)'% 7-4

In which ¢ is the modification parameter used to take into account the effect of
humidity in Archard’ swear equation. This approach is a good approach for designers
of machine elements to include the tribochemical effects of humidity on the wear of
boundary lubricated systems without any detailled chemica analysis only by
modifying Archard’s wear equation. If the appropriate ¢ value is assigned in the
simulation of wear in humid environment, wear values can be successfully predicted

by Equation 7-4.

Table 7-7 ¢ factorsfor modifying the Archard equation for different levels of

relative humidity

Relative Humidity  Temperature 80°C Temperature 98°C

0 1 1
20 113 1.08
30 118 e
40 1.34 1.66
50 141 1.83
60 (100 - T e ——
70 (1 I —
80 1.90 191
95 2.72 1.95
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7.5.2 Effect of tribochemistry (approach two)

In this approach, unlike the first approach, the initial coefficient of wear (Kiee;) IS
assumed to be constant and the effect of humidity on the growth of tribofilm on
contacting asperities is investigated numericaly. The tribofilm growth results
reported 6.3 was used to capture the behaviour in the model. As discussed in 6.3, the
changes in growth behaviour of the tribofilm will change the wear coefficient locally

at the asperity scale based on Equation 7-2.

The parameters (Xtripo, hmax,» C3 @d C,) are obtained by fitting the mathematical
expression of Equation 7-1 to experimenta tribofilm thickness results in 6.3.
Inevitably a semi-deterministic model such as the one used here involves a number of
parameters that must be determined by reference to experimental data. It is therefore
natural to ask: what is the sensitivity of the model to the values of these parameters,
and how can such parameters be determined in the absence of experimental data?
Indeed, the model of equation 7-1 has been adapted to the pool of experimental results
availablein the literature, to provide a good indication of the range of the parameters
and to allow selection of areasonable set of calibration parameters in the absence of
specific experimental data (see Ref (193)). The calibration parameters are reported in
Table 7-8 and Table 7-9 for different levels of humidity. The wear is then calculated
with respect to this growth behaviour using Equation 7-2 and the results have been

compared to the experimental wear depth results obtained experimentally.

The tribofilm simulation results are shown in Figure 7-16 and Figure 7-17 for 80°C
and 98°C respectively. The wear results corresponding to the tribofilm simulations
results are plotted in Figure 7-18 and Figure 7-19 and the simulation results are
compared with experiments. It is clear that the different growth behaviour of the

tribofilm on contacting asperities at various|levels of relative humidity, affect the mild
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wear of boundary lubricated contacts. This shows that higher level of humidity lower

to thickness of the tribofilm which leads to higher wear based on Equation 7-2. It is

important to note that while the growth of the tribofilm is captured, the model is

successfully predicting wear of boundary lubricated contacts even in humid

environments.

Table 7-8 Simulation inputs and calibration parameters at 80°C

Relative Humidity %

0

20

30

40

50

60

70

80

95

h max (nm)

300

257

218

184

179

140

121

126

83

X tribo

1.88 x 10716

1.74 x 10716

1.75 x 10716

1.75 x 10716

1.83 x 10716

1.89x 10716

1.84 x 10716

1.9 x 10716

1.93 x 10716
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Table 7-9 Simulation inputs and calibration parameters at 98°C

Relative Humidity %  h max (nm) X tribo
0 365 1.54 x 10°1©
20 323 1.47 x 10716
40 246 1.75 x 10716
50 225 1.86 x 1071
80 183 1.93 x 1071
95 171 1.85 x 10716
200
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£ /// .
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X e
£ 100 7
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Time (S)

Figure 7-16 Tribofilm growth simulationsfor different values of relative

humidity at 80°C
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Figure 7-17 Tribofilm growth simulationsfor different values of relative
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Figure 7-18 Numerical wear calculation in comparison with experimental

measur ements at 80°C (calculated from second approach)
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Figure 7-19 Numerical wear calculation in comparison with experimental

measur ements at 98°C (calculated from second approach)

The wear of boundary lubricated system in a tribocorrosive environment in the
presence of ZDDP as an antiwear additive has been modelled in this work by
considering the tribochemistry for different levels of relative humidity. The wear in
this condition was modelled using two numerical approaches. Asexplained is Section
7.5.1, amodification to Archard’ swear equation that accountsfor the effect of relative

humidity can successfully predict wear in boundary |ubrication.

This approach can be simply used in design of machine elements working in humid
environments. The modification parameter was reported to be between 1 and 2.8 for
both temperatures and is in line with the recent reports of authors in Ref (110). The
second approach accounts for the effect of tribofilm and its thickness at different
relative humidity levels. The effect of relative humidity on the growth of ZDDP
tribofilm was investigated in this approach. The same initial coefficient of wear was
used in al ssimulations and the effect of tribofilm thicknessin reducing the coefficient
of wear was modelled. Wear was then predicted based on Equation 7-2 and fairly
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good agreement was found between experimental and numerical results (Figure 7-18

and Figure 7-19).

Tribofilm thickness in this case follows Equation 7-1 in al levels of humidity and the
model of Equation 7-1 was fit into the experimental tribofilm thickness results
reported in Figure 7-16 and Figure 7-17 for 80°C and 98°C respectively. The fitting
parameters are reported in Table 7-8 and Table 7-9 . These parameters were then used
to run the ssmulations and predict wear based on Equation 7-2. It is presented that
capturing the growth of tribofilm can be the first step for predicting the wear of
boundary lubricated systems. Once the tribofilm behaviour is captured, the wear is

successfully predicted using Equation 7-2.

It is clear from the experimental results of tribofilm growth, that the humidity hinder
the further growth of tribofilm on the contacting asperities. The rate of growth of the
tribofilm on the surfaces is almost similar for all humidity levels and this can be seen
from the initial stages of the tribofilm growth in Figure 7-16 and Figure 7-17. On the
other hand, the steady-state film thickness that tribofilm reaches, is significantly

affected by relative humidity (203).

In the tribochemistry model of Equation 7-1, steady-state tribofilm thickness is a
combined effect of steady-state tribofilm formation (h,,.,) and the steady-state
tribofilm removal (C;) terms. Extracting these information from fitting Equation 7-1
into experimental tribofilm growth results, show that the tribofilm formation rate term
(x¢rino) 1S NoOt significantly dependant on the relative humidity as was expected from
the experimental results (the rate of growth seemsto be similar for different levels of
relative humidity). On the other hand, the term h,,,, in the model which is a
representation of maximum tribofilm formation (not growth) in the absence of

tribofilm removal, is significantly affected by relative humidity. In this regard, the
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calibrated h,,,, reportedin Table 7-8 and Table 7-9 are plotted for different levels of
relative humidity in Figure 7-20 and Figure 7-21 for 80°C and 98°C respectively. It
can be seen that the term h,,,,, is clearly reducing linearly with relative humidity

values.

The mathematical model representing this behaviour for both temperatures are

presented below
Rax = —2.27 X RH +291.31 T =80°C

7-5
Rmax = —2.10 X RH + 352.05 T =98°C

In which RH isthe relative humidity percentage ranging from 0 to 100.

In order to modify the tribochemistry model of Equation 7-1 it has been decided to
seethe effect of relative humidity on the maximum film formation form and averaging
the above mentioned equations. The variation of h,,,, with relative humidity can be

expressed as.

Rpax = —2.18 x RH + 321.68 7-6

Equation 7-6 can be used to predict the term h,,,, in Equation 7-1 in humid
environments which then can lead to a good prediction of tribofilm growth on the
surfaces and result in good prediction of wear in boundary lubricated systems in the
presence of anti-wear additives. The tribochemical model of Equation 7-1 is then

converted to:

T
h(t) = (—2.18 x RH + 321.68) (1 _elTw -"mbo-t)) —Cy(1—e Gty 77
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It should be mentioned that equation 7-7 isvalid for the specific range of temperature
between 80°-100°C for this experimental conditions. According to the calibration of
Equation 7-1 at different humidity levels, the term x;.;5, Which in principle is
responsible for the formation rate of tribofilm, is not significantly affected by altering
the humidity. Thisisbecause the humidity does not affect the growth rate of the ZDDP
tribofilm considerably as shown in Experimental results of 6.3 in comparison with the
effect of mixed-water in the oil which can significantly affect the growth rate of the

tribofilm (110).

7.6 Summary

A semi-analytical approach was applied to model the effect of relative humidity and
mixed-water in oil on tribofilm growth and wear in boundary lubricated system in
presence of ZDDP as an anti-wear additive. Two approaches were employed to
implement the effect of relative humidity and mixed-water in oil in predictive wear

model and experimental results were used to validate the prediction results.

7.6.1 Analytical study of the effect of mixed-water

The experimental results obtained from the effect of mixed-water in oil were used to
adapt Archard’'s wear coefficient to the tribocorrosive conditions. The new wear
model considering the effect of water was implemented into the previously-reported
numerical model to develop a new semi-deterministic numerical wear model adapted
to the tribo-corrosion system in this section (See Section 7.4). The key observations

can be summarised as shown below:

1. Two different numerical approaches were used to test the model and also
represent the effect of water in wear of the system. With respect to the first

approach, tribocorrosive wear can be predicted by modifying the Archard’s
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wear coefficient. The modification parameter (V') increases by increasing the
water concentration. The simulation wear results show good agreement with
the experimental wear measurements.

2. Itisconcluded inthiswork that oncethe characteristics of thetribofilm growth
are captured, the model is capable of predicting tribocorrosive wear in

boundary lubrication regime.

7.6.2 Analytical study of the effect of relative humidity

Relative humidity and its effects on tribochemistry and wear of boundary |ubricated
systems was examined experimentally in Chapter 6. In the current study the tribofilm
thickness and wear results obtained experimentally are used to develop a semi-
deterministic approach to implement the effect of humidity in wear prediction of

boundary lubrication for the first time.

A semi-analytical approach was applied to model the effect of relative humidity on
tribofilm growth and wear in boundary lubricated system in presence of ZDDP as an
anti-wear additive (See Section 7.5). Two approaches were employed to implement
the effect of relative humidity in predictive wear model and the following

observations can be drawn:

1. In regards to the first approach, Archard’'s wear coefficient is semi-
deterministically obtained for different levels of relative humidity from the
simulations. This can lead to the modification of Archard’ swear equation with
a modification factor of ¢. This approach can be used by designers of
tribological partsto take in to account the effect of humid environment on the
durability.

2. In addition, the modification factor ¢ is increasing while the humidity
increases.
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3. The second numerical approach was applied to consider the effect of humidity
on the tribofilm growth and the corresponding wear behaviour in boundary
lubrication. It is shown that successfully capturing the tribofilm growth
behaviour leads to predicting the tribochemical wear in boundary lubricated
conditions.

4. It wasthe effect of relative humidity on tribofilm growth behaviour and wear
is different from the effect of mixed-water in the oil which was the subject of
a recent study by the authors. In the latter case, the maximum film thickness
was found the same for different levels of water concentration while the
tribofilm growth rate found to be significantly affected which led to different
wear rates in running-in stage. In the case of relative humidity, the maximum
film thicknessisinfluenced considerably.

5. Cadlibration of the numerical-tribochemical model suggests a linear variation
of Ry, (Maximum tribofilm formation) with relative humidity and the result
is amodification to the tribochemical model to adapt it to the tribocorrosion

conditions in humid environment.
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Chapter 8. Investigation into the Durability of the
Tribofilm Formed by Zinc Dialkyl Dithiophosphate

8.1 Introduction

Understanding the true interfacial mechanisms of the growth of the tribofilms
generated by Zinc Dialkyl Dithiophosphate (ZDDP) isimportant becauseit isthe most
widely used anti-wear additive and there is legislative pressure to find efficient
environmentally-friendly replacements. The main focus of this chapter is to
investigate the durability of the ZDDP tribofilm and correlate it to the chemical
properties of the glassy polyphosphates. The effect of parameters such as temperature
and load on tribofilm formation and its durability has been studied experimentally by
using aMini Traction Machine (MTM) with the Spacer Layer Interferometry Method

(SLIM) attachment.

Therole of additive depletion on the pre-formed tribofilm thickness under mechanical
stress has also been studied. Results show that physica parameters such as
temperature and pressure significantly influence the tribofilm. XPS analyses were
carried out before suspending the test and after changing the oil to assess the
differencein chemical structure of the tribofilm before and after stopping thetest. The
chemical analyses suggest that there are different chemical properties across the
thickness of the tribofilm and these determine the durability characteristics. Tribofilm
durability so far has not been studied extensively. The experimenta results in this
study, show for the first time that running conditions do not affect only the formation
of the tribofilm but also its durability and as such it should be considered in the

tribochemical studies of such additives.
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8.2 Tribofilm evolution

To investigate the tribofilm durability throughout the time, oil was replaced at two
different stages; early stage and late stage. Figure 8-1 illustrates the two stages in
which the oil was replaced. In the early stage, the oil was changed after 25 minutes of
starting the experiment whereas in the late stage, oil was replaced after 3 hrs of
running the test. In both cases, two different experiments were conducted. Firstly oil
was replaced by afresh ZDDP containing oil and secondly by base oil. The growth of
the tribofilm for these two different points is reported in the next section as well as

the chemistry of the tribofilm formed on the surfaces.

8.2.1 Early stagetribofilm durability

Theresultsof the tribofilm thickness measurementsfor the early stage oil replacement
experiments are shown in Figure 8-2. It can be seen that if the lubricating oil is
replaced by a fresh oil containing ZDDP, the tribofilm growth behaviour is not
affected significantly by stopping the experiment and starting it again. Thereisasmall
drop in the thickness of the tribofilm due to the mechanical action. When the oil is
replaced by base oil, thereisalarger drop in the thickness of the tribofilm. These two
experiments confirm that tribofilm thickness reduces because of the mechanical

action.

Once the uppermost layer is removed, the tribofilm is durable and the thickness does
not change. It should be noted that the drop in the thickness of the tribofilm is an
instantaneous drop. It means that the top soft layer of the tribofilm is removed in the
first few load cycles after replacing the ail. It can aso be related to the chemical
properties of the top and bottom part of the glassy polyphosphates tribofilm formed

on the surface.
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Figure 8-1 Schematic represensetive of two different stages of replacing the ail.

Early stage after 25 minutes and late stage at 180 minutes.
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Figure 8-2 Tribofilm thicknessresultsfor the early stage durability test
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8.2.2 Latestagetribofilm durability

It was reported previously that long chain polyphosphates convert to shorter chain
polyphosphates due to rubbing (95). The tribofilm evolution experiments were
conducted with the same experimental configuration and the oil was replaced by base
oil after 180 minutes of starting the test. The tribofilm growth results are plotted in
Figure 8-3. Results suggest that lower reduction in the thickness of tribofilm occurs
when the oil is exchanged after 3 hours than after 25 minutes. It is clear that the
tribofilm is more resistant to rubbing and only a few nanometres of the film are
removed. These results are in agreement with the reports of Refs (93, 104) that report
a durable ZDDP tribofilm once fully formed. XPS analysis was carried out to
differentiate the chemical properties of the tribofilm formed on the surfaces at two

different stages and the results are reported in Section 8.3.2.
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Figure 8-3 Tribofilm thicknessresultsfor the late stage durability test
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8.2.3 Multiple replacement

This experiment was designed to assess whether when a tribofilm partially removed
by rubbing in an oil without ZDDP can be replenished when the ZDDP is
subsequently replenished. The oil was changed to base oil after 25 minutes of starting
the test and the base oil was replaced again by a fresh ZDDP after 1hour of starting

the test and the results are shown in Figure 8-4.
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Figure 8-4 Tribofilm thicknessresultsfor adding fresh ZDDP to the base oil

Results show that replacement of ZDDP in oil leads to continued growth of the
tribofilm, the rate being slower than for a fresh clean surface. XPS analysis was
carried out at different times of these experiments to correlate the chemistry of the

tribofilm and the different layers.

8.3 Chemistry of tribofilms

For the above-mentioned experiments in Section 8.2 XPS analysis was conducted at

the time of replacing the oil and at the end of each experiment. The oxygen and
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phosphorus peaks are plotted, to primarily identify the chain length for the glassy
polyphosphates in the tribofilm. Theratio of bridging oxygen to non-bridging oxygen
in the polyphosphate glass was calculated by dividing the intensity of BO and NBO
peaks obtained from XPS analysis. This approach has been extensively used in
literature (176-184). Also the binding energy difference between the Zn3s and P2p
peaks in the XPS spectra was used to give complementary information. The XPS
analysis results for different experimental cases of Section 8.2 are reported in the

following sections (204).

8.3.1 Early stage oil replacement

The BO/NBO ratio for the case of replacing the oil by base oil at 25 minutes of starting
the test isidentified as 0.31 at the end of the experiment (see Figure 8-5). According
to therefs (95, 98), in this case the composition of the tribofilm is zinc pyrophosphate.
This value is calculated to be 0.51 when the oil was replaced by a fresh ZDDP-
containing oil (point Cy in Figure 8-2) and the tribofilm is mainly composed of
metaphosphates (see Figure 8-6). The results suggest that the tribofilm consists of
shorter chain polyphosphates in the case that oil was replaced by base oil. The
tribofilm in this case is more durable and not easy to be removed. The BO/NBO ratio
before replacing the oil was obtained as 0.47 ( Point A1 Figure 8-2) which shows a
long chain polyphosphate in the tribofilm (metaphosphate) (98). Calculation of the
binding energy difference between Zn3s-P2p3/2 peaks shows the same trend in
identifying the chain length. The above mentioned results can be found in Table 8-1.
Zn3s-P2p3/2 binding energy difference increases when the tribofilm composition
varies from metaphosphate (longer) to orthophosphate (shorter). (As shown in

Chapter 3 and Figure 3-10).
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Figure 8-5 High resolution X-Ray Photoelectron Spectroscopy spectra for
ZDDP tribofilm formed at the end of the test when the oil wasreplaced by

base ail a) O1sb) Zn3s, P2p (Point Czin Figure 8-2)
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Figure 8-6 High resolution X-Ray Photoelectron Spectroscopy spectra for
ZDDP tribofilm formed at the end of the test when the oil was replaced

by fresh ZDDP a) O1sb) Zn3s, P2p (Point C1in Figure 8-2)
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Table8-1 BO/NBO ratios and the difference between Zn3s and P2p peaks.
Tribofilm thickness at points A1, C2 and C1isshown Figure 8-2.

Test Both tests ZDDP ZDDP changed with
changed with fresh ZDDP
base ail
Before End of the End of the test
changing the test (Point Cy)
oil (Point A1) (Point C2)
BO/NBO ratio 0.47 0.31 0.51
Zn3s— P2p binding 6.57 6.70 6.4

energy difference (eV)

8.3.2 Latestageoil replacement

The BO/NBO ratio and binding energy difference between Zn3s and P2p are
calculated as0.21 and 6.97 (eV) respectively (see Figure 8-7) for the case of replacing
the oil a 3 hours of starting thetest (point C4 in Figure 8-3). The zinc polyphosphates
composition can be recognised as pyrophosphate (short chain). These values are 0.23
(pyrophosphate) and 6.92 (eV) when the oil was not replaced (point Cz in Figure 8-3)
by base oil (see Table 8-2 and Figure 8-8). It suggests that short chain polyphosphates
are present in the tribofilm. Comparing the chemical structure of the tribofilm when
oil replaced after 25 minutes of the experiments and 3 hours with the same conditions
shows that rubbing affects the structure and tribofilm contains more short chain
polyphosphates at longer time of rubbing. Results are in agreement with the reports

of literature (194). The comparison between the experiments while the oil was
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exchanged after 25 minutes of rubbing with the one after 3 hours of rubbing suggests
that more tribofilm loss happens in the former and it can be related to the chemical

structure of the tribofilm.
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Figure 8-7 High resolution X-Ray Photoelectron Spectroscopy spectra for ZDDP
tribofilm formed at the end of the 4hrstest when the oil was replaced with

base oil at 3 hrsa) Olsb) Zn3s, P2p (Point Cain Figure 8-3)
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Figure 8-8 High resolution X-Ray Photoelectron Spectroscopy spectra for
ZDDP tribofilm formed at the end of the 4hrstest without replacing the

oil @) Olshb) Zn3s, P2p (Point Csin Figure 8-3)
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Table 8-2 BO/NBO ratio. Tribofilm thickness at points C4 and Czisshown in

Figure 8-3.
Test ZDDP changed with base =~ Without changing the
oil oil
at 3hrs
End of the test End of thetest
(Point Ca) (Point Cs)
BO/NBO ratio 0.21 0.23
Zn3s— P2p binding 6.97 6.92

energy difference (eV)

8.3.3 Multiplereplacement
For the multi replacement experiments (Figure 8-4) in which the oil was replaced
twice, XPS was carried out at the end of the experiment to compare it with the first

test and the results are shown in Figure 8-9 and Figure 8-10.

Results for BO/NBO ratio and binding energy difference between Zn3s and P2p are
reported in Table 8-3. The value of BO/NBO ratio was 0.51 (metaphosphate) in case
of ZDDP replaced by fresh ZDDP (point C1 in Figure 8-2) and 0.62 (metaphosphate)
when ZDDP changed with base oil and then replaced by fresh ZDDP again (Cs in
Figure 8-4). It has also been shown in the literature that unreacted ZDDP can be
replenished in the contact areas and reform glassy polyphosphates (85). The
difference in the values of binding energy (eV) between Zn3s and P2p was 6.4 (point

C1inFigure 8-2) and 6.32 (point Cs in Figure 8-4), respectively.
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Figure 8-9 High resolution X-Ray Photoelectron Spectroscopy spectra for
ZDDP tribofilm formed at the end of the test when the oil was replaced

by base il a) O1sb) Zn3s, P2p (Point Cs Figure 8-4)
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Figure 8-10 High resolution X-Ray Photoelectr on Spectroscopy spectra for
ZDDP tribofilm formed at the end of the test when the oil was replaced
by base oil and then with ZDDP a) O1sb) Zn3s, P2p (Point Cs Figure

8-4)
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Table 8-3 BO/NBO ratios and the difference between Zn3s and P2p peaks.

Tribofilm thickness at points Az, Csand Csisshown in Figure 8-4.

Test Both tests ZDDP ZDDP changed with
changed with base oil and then
base oil changed with fresh
ZDDP
Before End of the End of the test
changing the test (Point Cs)
BO/NBO ratio 0.47 0.31 0.62
Zn3s— P2p binding 6.57 6.70 6.32

energy difference (eV)

It can be interpreted from the values that longer chain pol yphosphates are present in
the tribofilm before exchanging the oil when the tribofilmisrelatively thick. Once the
oil is exchanged and the tribofilm is partially removed, it is mainly consisting of
shorter chain polyphosphates. It has been shown that the mechanical properties and
chemistry of the ZDDP tribofilm varies from bulk to the surface (81, 85, 86, 95, 195).
This suggeststhat different chemistries can be correlated for mechanical properties of
the film. Comparison between the two experiments shows that while the tribofilm
forms again in the presence of the fresh ZDDP, more of longer chain polyphosphates

are detected at the end of the experiment.
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8.4 Effect of temperature

Temperature is reported to affect the tribological performance of ZDDP (162, 196).
To study the effect of temperature on the durability of the tribofilm, tribological tests
were carried out with the same conditions to form the tribofilm on the surfaces. The
tests were stopped after 25 minutes and the temperature was changed when the oil
was replaced by base oil to see the effect of temperature on the tribofilm durability.
The tribofilm thickness was measured for four different temperatures after the
suspension. Figure 8-11 demonstrates the tribofilm thickness measurements for
different temperatures. It should be noted that the temperature is the same for al the
tests before the suspension to form similar tribofilm and then it is changed at the time

of the suspension.

The amount of tribofilm removed at different temperatures in terms of the reduction
in the thickness is reported in Figure 8-12. It can be seen that the remova of the
tribofilm is amost changing linearly with the oil bulk temperature. One would say
these changes in the temperature can change the severity of the contact due to the
effect of temperature on the viscosity of the oil. Smaller A ratio for higher temperature
might result in more tribofilm removal. For this reason, A ratio was calculated for all
four temperatures. It was observed that A ratio varies between 0.03 and 0.06 for all
these temperatures. All these conditions are severe and theratio is small enough to be
in boundary lubrication. Therefore the chemical properties of the tribofilms were
analysed using XPS to see a correlation between the chemical characteristic of the

film and the observed tribofilm durability.

Based on the results from Figure 8-11, there is a more prominent mechanism to
support the fact that the higher temperature results in the higher reduction in the

tribofilm thickness after changing the oil to base il (oil B). Increasing thetemperature
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can affect the mechanical properties of the tribofilm. Interpreting the results for
different temperatures revedled that the higher temperatures lead to a significant
decrease in hardness of the tribofilm and therefore plastic flow of the tribofilm
increases. Due to the lower hardness and higher plastic flow, more indentation occurs
into the depth of the tribofilm and more tribofilm thickness reduction is observed.
Results are in agreement with the previous study of the temperature effects on the

mechanical properties of ZDDP (90, 197).

8.4.1 Chemistry of thetribofilm

XPS is reported for the highest temperature for comparison reasons. The XPS was
conducted before suspending the test, after 1 minute rubbing when the oil is changed
and finally at the end of each experiment. The Oxygen and phosphorus peaks are
reported in Figure 8-13, Figure 8-14 and Figure 8-15 for three different points shown
in Figure 8-11. The intensity ratio of BO to NBO is reported in Table 8-4 as well as
the binding energy difference for Zn3s and P2p. The results in Table 8-4 show that
before suspending the test, the BO/NBO ratio is 0.47 (Point Az in Figure 8-11) and

the difference in binding energy for Zn3sand P2p is 6.57.

This suggests that the tribofilm contains longer chain polyphosphates and mainly
contains zinc metaphosphates (95, 98). After the suspension of the test and once the
oil is replaced, the softer top part of the tribofilm (consisting of long chain
polyphosphates) is removed. This is aso shown by XPS that the shorter chain
polyphosphate (pyrophosphates) present in the tribofilm after the remova (Point B1
in Figure 8-11) (BO/NBO ratio of 0.19 and A (Zn3s, P2p) of 6.76 eV). Once the
tribofilm is again formed for the case of 140 C, longer chain polyphosphates are

present in the tribofilm at the end of the experiments (Point Cg in Figure 8-11) where
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XPS analysis shows a BO/NBO ratio of 0.30 and binding energy difference of 6.70

eV for Zn3s and P2p (polyphosphate).

The XPS results show that the top part of the tribofilm contains mainly the longer
chain polyphosphates which can be removed easier than the shorter chain
polyphosphates in the bulk of the tribofilm. The comparison between experiments for
80°C and 140°C shows that longer chain polyphosphates are present when tribofilm
is removed in the case of 80°C compared to the 140°C. The removal of the tribofilm
is more for the case of 140°C and XPS results confirm that shorter chain
polyphosphates are present in depth of thetribofilm onceit isremoved. The difference
between the binding energy for Zn3s and P2p aso confirms the above mentioned

observations (See Table 8-4).

100

90 H
80—-
70—-
60—-

50

40

A S STy o
TF eg | _e—10C
04 N 100°C

304 4 !
l

- ! ! ! ! ! i i 80°C
I
I

Tribofilm Thickness(hm)

10 {f-port-

o+——r——r—rr—rr—r——rT—r—7T"—7TT"—1T—"—7—
0O 10 20 30 40 50 60 70 80 90 100 110 120 130
Time(min)

Figure 8-11 Tribofilm thicknessresults and removal behaviour for different

temper atures after suspending thetest
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Figure 8-12 Tribofilm thicknessreduction for different temperatures after one

minute of rubbing when the oil is changed with base oil

The comparison between tribofilm growth results of Figure 8-11 suggests that

increasing the temperature after replacing the oil results in more remova of the

tribofilm. In addition XPS analysis results confirm that the top part of the tribofilm

contains mainly longer chain polyphosphates than the bulk (81, 85, 86, 95, 195). It

can be interpreted that higher temperature can result in changes in the structure of the

tribofilm thus changing the mechanical properties of the glassy phosphates. The

changes in the chemical and mechanical properties of the tribofilm due to changesin

the temperature can be the reason for the different removal behaviour of the tribofilm.
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Figure 8-14 High resolution X-Ray Photoelectron Spectroscopy (XPS)
spectrafor ZDDP tribofilm formed after suspending thetest at 140°C a)

O1s b) Zn3s, P2p (Point Biin Figure 8-11)
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Figure 8-15 High resolution X-Ray Photoelectr on Spectroscopy (XPS)
spectrafor ZDDP tribofilm formed at the end of thetest at 140°C a)

O1sb) Zn3s, P2p (Point Cgin Figure 8-11)

Table 8-4 BO/NBO ratios and the difference between Zn3s and P2p peaks.

Tribofilm thickness at points As, Biand Csisshown in Figure 8-11.
Test 140°C

Before suspension After suspension End of the test

(Point As) (Point By) (Point Cg)
BO/NBO ratio 0.47 0.19 0.30
Zn3s— P2p binding 6.57 6.76 6.70

energy difference (eV)

8.5 Effect of load

One important parameter in the mechanica action of removing any materia is the

load applied on the surfaces. The load affects the penetration depth into the material
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and isresponsible for the stress fields on the surface. Therefore it is reasonable to see
the effect of load on the durability of the tribofilm. Similar to the experiments for the
temperature, the tribological tests were conducted with the same conditions to form
thetribofilm on the surfaces and the tests were stopped after 25 minutes. Four different
loads were then applied after the suspension and images were taken after 1 minute of
rubbing with the sequence of every 5 minutes. Figure 8-16 shows the results of the
tribofilm thickness evolution for different loads. Higher load resultsin more thickness
reduction of the tribofilm and thisvariationisplotted in Figure 8-17. Not surprisingly,
reduction in thickness of the tribofilm is also linear with the applied load. Similar to
the temperature, variation of load may result in changes in the severity of the contact.
For this purpose A ratios have been calculated for all four loads and all the results are
very closeto 0.04. It shows that variation of loads from 30N to 75N does not change

the severity of the contact significantly.

One important parameter in study of the boundary lubrication systems is the flash
temperature due to the surface contacts. For this reason, flash temperature was
calculated for different applied loads in this work (see Figure 8-18). According to

Kennedy et al (198), flash temperature can be calculated from Equation 8-1.

20b 1.1220b
ATpax = ~ 8-1
K\m(1 + Pe) K

Where b is the width of the contact and K = pic is the thermal diffusivity (k is the

thermal conductivity, p is the density and C is the specific heat). Pe is the Peclet
number. Q isthefrictional heating (199) at the contact interface and is calculated from

Equation 8-2.
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Q = pPV 8-2

In which p, P and V' are the coefficient of friction, contact pressure and the relative
sliding speed between surfaces respectively. Results showed that flash temperatureis
not significantly increased by load. This is because of the dight difference in the
Hertzian contact pressure on the surfaces. The maximum contact pressure is
calculated to be 1 GPaand 1.3 GPafor the loads of 30N and 75 N respectively. These
pressures result in the flash temperature rise of around 12°C-14°C. This suggests that
the changes in thickness due to the different applied load is not because of variation
of the flash temperature at these loads. For further investigations, the shear stress was
calculated for different loads and is plotted in Figure 8-18. Higher loads lead to the
higher shear stress in both substrate and tribofilm and it can affect the materia
remova of the tribofilm. It is aso shown by Archard (130) that that the material

removal is proportional to the real area of contact and load.
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Figure 8-16 Tribofilm thicknessresults and removal behaviour for different
loads after suspending the test
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8.5.1 Chemistry of thetribofilm

Analyses were carried out at three different times on the samples to see the change of
the chemical structure of the tribofilm and the effect of load on its variations. The
intensity ratio of BO to NBO as well as the difference between Zn3s and P2p are

reported in Table 8-5 for different positions of Figure 8-16.

Theresults show that BO/NBO is 0.47 and the binding energy differencefor Zn3sand
P2p is 6.57 eV before suspending the oil (Point A4 in Figure 8-16), therefore longer
chain polyphosphates (metaphosphates) are present in the tribofilm. BO/NBO ratio is
0.29 (Point Bz in Figure 8-16) and the binding energy difference for Zn3sand P2p is
6.6 which suggest that the shorter chains (pyrophosphates) are present after the
removal of the top layer of the tribofilm when the ail is replaced with base oil. The
chain length at the end of the experimentsis amost the same as the chain length after

the removal process.

The comparison between high load and low load suggests that when the tribofilm is
more removed for the case of higher load, there are shorter chain polyphosphates
present in its bulk after the removal. Therefore higher load is able to remove more
durable glassy phosphates in the bulk of the tribofilm and this behaviour is very
similar to the temperature effect on the removal of the tribofilm. For the temperature,
it is more reasonabl e that temperature changes the structure of the tribofilm therefore
changing its durability and removal behaviour. On the other hand higher load results
in more shear stress applied on the tribofilm which can lead to more removal of the

film.
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Table 8-5BO/NBO ratios and the difference between Zn3s and P2p peaks.

Tribofilm thickness at points A4, Bs, Coand Cioisshown in Figure 8-16.

Test 75N 30N
Before After End of the End of the test
suspension  suspension test (Point Cy)

(POI nt A4) (POI nt Bs) (POI nt Clo)
BO/NBO ratio 0.47 0.29 0.27 0.45

Zn3s— P2p binding 6.57 6.6 6.58 6.54

energy difference (eV)

8.6 Effect of water

It isreported that water can affect tribochemistry and therefore wear of thetribosystem
(110, 200). ZDDP tribofilm thickness in two different levels of water concentration

in oil has been plotted in Figure 8-19 and Figure 8-20.

Figure 8-19 indicates that the higher water concentration leads to a lower tribofilm
growth rate. It might be because of the effect of water in delaying the tribofilm
formation due to the fact that water molecules prevent ZDDP to access the substrate.
Another scenario can be delaying the decomposition of the ZDDP on the surface to
form the tribofilm (200). It can be seen from the results that water does not
significantly affect steady state tribofilm thickness at higher temperature (100°C). One
reason for this could be the evaporation of water at higher temperature compared to
the lower temperature (80°C). Two experiments were carried out to investigate the
synergism effect between temperature and water at 80° C for two different water

concentrations.
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Figure 8-20 Tribofilm thicknessresultsfor ZDDP with different water

concentrations at 80°C

Figure 8-20 illustrates that water plays a significant role in both formation and
removal of the tribofilm at lower temperature (80°C). This figure suggests that water

can affect the mechanical properties of the tribofilm especially at lower temperature
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(less than the evaporation temperature) because of the depolymerisation of the
polyphosphate chain to shorter chain (200). Water delays the growth rate of the
tribofilm at 80°C compared to 100°C. The observed results at 80°C show that the
higher water concentration resultsin the higher removal of the tribofilm and tribofilm
thickness reachesto the first few nanometre in the bulk of the tribofilm which consists

of shorter chain polyphosphates (86).

The results of Figure 8-20 suggest that water can affect the chemica structure of the
tribofilm and makes it weaker and easy to be removed. The tribofilm was
characterized by XPSin the case of 80°C when the thickness was reduced to very low
values. Results for oxygen and phosphorus peaks are reported in Figure 8-21 and
BO/NBO ratio and the difference in binding energy for Zn3s and P2p peaks are

reported in Table 8-6.
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Figure 8-21 High resolution X-Ray Photoelectr on Spectroscopy (XPS) spectra
for ZDDP tribofilm formed at the end of the test for 3wt% water in oil at
80°C a) O1sb) Zn3s, P2p (Point C7 in Figure 8-20)

The BO/NBO ratio and binding energy difference between Zn3s and P2p are
calculated as 0.35 and 6.7 (eV) respectively. It suggests that the tribofilm mainly

consists of pyrophosphates. Interpreting the results suggest that tribofilm contains
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short polyphosphates with high amount of iron oxides and sul phides and high amount

of zinc.

Table 8-6 BO/NBO ratios and the difference between Zn3s and P2p peaks.
Tribofilm thickness at point C zis shown in Figure 8-20.

Test 80°C
3wt% water
End of the test
(Point Cy)
BO/NBO ratio 0.28
Zn3s— P2p binding 6.7

energy difference (eV)

8.7 Wear

To investigate the correlation between tribofilm formation/durability behaviour and
wear of the system, wear measurements were carried out along with thickness
measurements and chemical analysis of XPS. Wear was measured for two sets of
experiments reported in Section 8.2.1 and Section 8.2.3 and different points were
chosen systematically to be able to find out the role of tribofilm and its effect on wear.
Wear was measured at two different pointsfor each experiment, oneimmediately after
replacing the oil and one at the end of each experiment. The measurement points are
schematically shown in Figure 8-22. An examples of 3D-profilometry images for two
different points at the end of the experiments are demonstrated in Figure 8-23.
Average wear depth (Figure 8-24) is a good representative for evaluation of wear on

ball samples of MTM. For this reason, average wear depth was calculated at four
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different points on the wear track of the balls to obtain a more accurate wear

assessment and each experiments was repeated two times.
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Figure 8-22 Schematic of the wear measurement pointsin the case of ZDDP
replaced by fresh ZDDP and ZDDP replaced by base ail
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Figure 8-23 3D-profilometry imagestaken at the end of experiments
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Table 8-7 Average wear depth measurement results

M easur ement point Average wear depth measurement
(nm)
Point 1 216
Point 2 104
Point 3 96
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The average wear depth results are reported in Table 8-7 for the first set of
experiments. It was hypothesized recently (107, 109, 156, 201) that wear can happen
because of the removal of substrate atoms present in the tribofilm due to different
tribochemical phenomena and the dynamic loss of material within the tribofilm
throughout the growth on the contacting asperities. The results suggest that the
dynamic tribofilm thickness reduction does not occur when the formation is not
happening. The remaining tribofilm on the surface is a durable layer and it was
confirmed by means of XPS presented in 8.3 which showsthat the remaining tribofilm

consists of shorter chain poly phosphates.

Results in Table 8-7 illustrate that lower wear occurs at point 2 which is the end of
the experiments when the ZDDP containing oil was changed with base oil in compare
to point 1 which isthe end point of the test when the oil was replaced by fresh ZDDP.
For the case of the fresh ZDDP the tribofilm started to grow after replacing the oil
which means that tribofilm removal is likely to happen at the same time as the
formation. On the other hand when the oil was replaced by the base oil , top layers of
the tribofilm is immediately removed and the more durable part of the tribofilm still
remains on the surface. No more removal was observed because no more formation
of the tribofilm occurs. The comparison between these two points indicates that the
higher wear takes place when the tribofilm formation and removal happens at the same
time. For the case that ZDDP containing oil was changed with the base ail, significant

reduction in the wear of the system has been observed.

Toinvestigate the effect of formation/durability on thewear of the system specifically,
wear measurements were conducted with the same approach for the second set of
experiments reported in Section 8.2.3. In this case, first the ZDDP containing oil was

replaced by base oil after 25 minutes of starting the test for both experiments and then
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for one of the experiments base oil was changed with fresh ZDDP after 1 hour of
starting the test. The wear results for different points reported in Table 8-8 shows the
same behaviour as the previous set of experiments mentioned above. The comparison
between point 1 from first set of experiment and point 1 from the second set of
experiments shows that higher wear happens for the first set of experiment. For the
first set of experiments (Figure 8-22 ), the dynamic formation and removal of the
tribofilm starts from the beginning of replacing the oil up to the end of the experiment.
On the other hand, for the second one (Figure 8-25), the formation and removal starts
when the base oil is replaced by fresh ZDDP at 60 minutes. Hence, more formation
and removal is happening for the case 1 and that is where more wear is observed. It
supports the fact that dynamic formation and removal of the tribofilm plays a

significant role in wear of the system.
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Figure 8-25 Schematic of the wear measurement pointsin the case of ZDDP
replaced by base il and then fresh ZDDP and ZDDP replaced by only
base oil
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Point 1
Point 2

Figure 8-26 3D-profilometry imagestaken at the end of experiments

Table 8-8 Average wear depth measurement results

M easurement point Average wear depth measurement
(nm)
Point 1 192
Point 2 104.6
Point 3 98.4
8.8 Summary

The main focus of this study isto investigate the durability of the ZDDP tribofilm and
correlate it to the chemical properties of the glassy polyphosphates. The effect of
parameters such as temperature and load on tribofilm formation and its durability has
been studied experimentally by using a Mini Traction Machine (MTM) with the
Spacer Layer Interferometry Method (SLIM) attachment. Tribofilm durability so far
has not been studied extensively. The experimental results in this paper, show for the

first time that running conditions do not affect only the formation of the tribofilm but
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also its durability and as such it should be considered in the tribochemical studies of
such additives. A methodology for studying the mechanical and chemical aspects of
the durability of the tribofilm derived from ZDDP antiwear additive is reported for

thefirst timein this work. The following conclusions can be drawn:

1. The dynamic growth of the tribofilm on the contacting asperities is important
for the antiwear mechanism of ZDDP on steel surfaces.

2. Theexperiments suggest that chemical characteristics and durability of ZDDP
tribofilm evolves in time. The results from XPS confirm that longer chain
polyphosphates convert to shorter chains when rubbing occurs and tribofilm
changes its structure. These changes in the structure are responsible for the
increase in the durability of the tribofilm. When the oil was replaced at 25
minutes, the tribofilm mainly consisted of metaphosphates while the structure
moved towards containing more pyrophosphates after 3 hrs.

3. ZDDP tribofilm isless durable in the early stages of tribofilm formation. The
durability of the ZDDP tribofilm is different at different stages of tribofilm
evolution.

4. Physica parameters such as temperature and load significantly affect the
resistance of the film to the mechanical rubbing.

5. It was observed that temperature can significantly affect the structure of the
glassy polyphosphates in a way that the same applied load can remove more
glassy polyphosphates at higher temperature. The structure of the ZDDP
tribofilm evaluated by XPS shows that shorter chain polyphosphates
(pyrophosphates) are found on the tribofilm when a high amount of tribofilm
thickness reduction occurred. In contrast, relatively longer chain
polyphosphates were found when the applied temperature was low and a

relatively lower amount of tribofilm was removed.
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Table 8-9 Summary of the changesin tribofilm characteristics

Changesin
tribofilm
characteristics
using PAO+ZDDP
in rolling/diding

Early
stage

conditions

Phosphate chain
length decided by
BO/NBO ratio and

Zn3S-Popgy2 distance

Reaction layer
thickness
Durability of the
tribofilm
Wear ﬂ

PAO+ZDDP replaced by PAO/ Temperature, load and

water contents changed

Late  Temperature

Stage increases
Not
changed
™
Not
changed
‘V'
mM
‘V'

Load Water

increases content

increases

L

6. Variationsinthetemperaturein this study affect the viscosity of the oil but the

calculations of the severity of the contact and A ratio is not significant.

7. Higher lubricant temperature changes the structure of the glassy

polyphosphates which results in higher tribofilm removal once tested in base

oil. This observation was supported by XPS and different chain lengths of

polyphosphates were found at different depths of the tribofilm.
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8. Not surprisingly, higher load results in higher tribofilm thickness reduction
and this variation is amost linear. The flash temperature was calculated for
different applied loads. It was found that the flash temperature is not varying
significantly by the applied load due to the small differencesin the maximum

Hertzian contact pressures.

A summary of the effect of different parameters such as rubbing time,
temperature, load and water on tribofilm characteristics and durability of the

tribofilm shown in Table 8-9.
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Chapter 9. Overall Discussion

The aim of this chapter is to present the overal discussion derived from this study.
This chapter discusses the effect of water and humidity on the tribological and
mechanical properties of ZDDP tribofilms as well as it investigates the durability of
these anti-wear films. In addition, a detailed discussion is provided on the surface
chemistry, properties and composition of ZDDP reaction layer followed by anal ytical
study of the effect of water on the tribofilm formation and wear of the system. This
chapter is divided into five sections. Section one discusses the effect of water on
ZDDP anti-wear reaction layer and its effect on the tribological performance. Section
two examines the humidity effects on the characteristics of ZDDP tribofilm and its
effect on wear performance. Section three provides analytical study of the effect of
water on the tribofilm growth. The proposed model was used to correlate the growth
to wear performance. Finally, section four investigates the interfacial mechanisms of
ZDDP tribofilms considering their durability, chemical composition and other

mechanical properties and chemical composition.

9.1 Water effect on tribochemistry and mechanical wear

Asdiscussed in Chapter 5, the higher water concentration leads to higher wear in the
system for both 80°C and 100°C temperatures. This can be attributed to the effect of
water contents on the mechanical and chemical properties of ZDDP tribofilms and its
effect on the wear performance. It is aso reported in Figure 5-4 that higher
temperature leads to the higher tribofilm thickness and it is in line with the results
Fujita et al. (104) published previoudly regarding ZDDP antiwear formation and
removal. They proposed that both the tribofilm growth and steady state tribofilm

thickness increase with temperature. For comparison purposes, the steady-state
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tribofilm thickness is plotted against the measured wear depth for both temperatures
in Figure 5-5. The lower tribofilm growth rate was observed at high water
concentration (Figure 5-2 and Figure 5-3) for both temperatures and this effect is

prominent at lower temperature.

The only difference is that the effect of water on the tribofilm growth is clearly
distinguishable at lower temperature indicating the effect of water on the growth of
the tribofilm at 80°C is more significant than 100°C. Water led to a significant
decrease in the growth rate especially in the running-in period. Figure 9-1 shows that
water contents dramatically drops after 20 minutes of starting the test due to water
evaporation for 3% water concentration at 80°C. It confirmsthat more water is present
intheoil during running-in period for both temperatures. It seemsthat the higher water
concentration present in the oil in running-in period delays the tribofilm formation.
Thisreduction in the growth rate of the tribofilm is more notable at lower temperature
due to higher water content in the oil. Figure 9-1 also illustrates that the tribofilm

growth rate accel erates once water evaporates from the oil after 25 minutes of rubbing.

175

40000 | — o

S— 150

125

300004 \ *

100

B )
. /
20000 \ 5

/'
L J L
/./

) —@— Water Concentration 80°C

Water Content (ppm)

10000 —

Tribofilm Thickness (nm)

®
{ ]
o

0 20 40 60 80 100 120

Time (min)
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One of the possible mechanisms of the delay in the tribofilm growth can bethat ZDDP
molecules are surrounded by water molecules and thus are prevented from reacting
with the surface. This leads to the lower tribofilm growth rate at the beginning. The
reduction in the growth rate can noticeably affect the wear process due to the fact that
the running-in period plays a significant role in this process. These results are in
agreement with the works published by Lancaster (53) and Cen (60). Steady state
tribofilm thickness is also affected by water concentration in the oil; the more water
concentration the less the tribofilm thickness. It supports the fact that water not only
delays the tribofilm formation but also significantly alter the mechanical properties
and structure of the ZDDP anti-wear layer. The tribofilm formed in the presence of
water seems to be less durablein comparison with the tribofilm formed in the absence
of water. This results show that water significantly affects the tribochemistry and

chemical composition of zinc polyphosphates.

According to the XPS results shown in Figure 9-9 and Figure 9-10, water molecules
can depolymerise longer chain polyphosphates into shorter ones and alter the structure
of ZDDP tribofilm. Thisindicates that presence of water in oil could in fact accelerate
the depol ymerisation of longer polyphosphate chainsinto shorter ones. Theresultsare
in line with the previous research by Nedelcu et al. (174) and Cen et al (60). In
addition, water seems to change the atomic concentration of O, Pand Saswell. This
could also show that water not only affect the chain length of phosphate species but
also ater the chemical bonds. The ratio of BO/NBO also suggests that shorter chain
polyphosphates found in the presence of water (see Figure 9-9).1t can be summarised

that the tribofilm thickness in steady-state condition is not a good representative of
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the wear behaviour of the system. However other important physical, chemica and

mechanical parameters are involved.

9.2 Humidity effects on tribochemistry and mechanical wear

The effect of relative humidity on oil, tribofilm characteristics and composition and
its effect on wear performance were discussed in Chapter 6. It was observed that water
concentration dramatically increases at higher values of humidity at 80°C and the
same trend was observed for 98°C (Figure 6-1). The comparison between the two
temperatures of 80°C and 98°C confirms that the level of water content is reduced at
higher temperature. It is likely attributed to the evaporation of the water molecules
from the oil. The same conclusion can aso be drawn from the observation that only
18°C differences in temperature leads to a significant change in water concentration
in the oil and it is more noticeable at higher values of relative humidity (see Figure

6-1).

Figure 9-2 compares the trend of water concentration at 80°C and tribofilm thickness
evolution during the 2 hours tribotest for 95% relative humidity. Water concentration
seems to keep its value during the test indicating that there is an equilibrium between
evaporation and absorption of water in the system. It can be interpreted from Figure
9-2 that in thefirst 15 minutes (running-in) the decomposition rate of ZZDP is higher

than one in the later stages during which the rate levels out.

It can be seen from Figure 6-2 that the higher relative humidity in the range of 80%
to 95% leads to the lower tribofilm thickness as well as higher wear at 80°C and the
same trend was also found at 98°C (Figure 6-3). Cen et al (44) found the same trend
in their work. The comparison between these two temperatures shows that the

differences between the steady state tribofilm thicknesses for the low humidity values
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and high humidity values are more distinguishable at low temperature (80°C) due to

the higher water concentration in the oil (see Figure 6-1).
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Figure 9-2 Water contentsand tribofilm thickness over 2 hrsrubbing timefor
95% relative humidity at 80°C

As it was shown in Figure 9-2, certain amount of water is present in the oil over the
entire rubbing time preventing ZDDP molecules from reacting with the surface to
generate tribofilm after first 15 minutes. It was also found that relative humidity
hinders the formation of the tribofilm. This could be a reason for the thickness of the
ZDDP reaction layer to reach steady-state value and then levels out. This effect is
prominent at higher relative humidity for the both tested temperatures (see Figure 6-9

and Figure 9-2).

The growth rate of the tribofilm is also reduced by increasing the relative humidity
which supports the fact that relative humidity prevents the formation of ZDDP
tribofilms. This effect is significant at higher levels of humidity and lower

temperatures as shown in Figure 9-3. For the purpose of better representation, Figure
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9-5 shows a 3D visualisation of MTM SLIM images and distribution of the tribofilm
within the surface. In the same figure, two different points during the tribotest were
considered, i.e. for the lowest and highest relative humidity at 80°C (the points are

indicated in Figure 9-4).

It can be clearly observed that the ZDDP tribofilm does not form uniformly on the
surface. In addition, higher humidity seems to lead to a patchier form of ZDDP anti-
wear layer. The patchiness of the layer is considerably higher a 95% RH in
comparison with 0% RH. The 3D map of SLIM image a 95% reveas that the
structure of the ZDDP tribofilm can be significantly affected by the presence of
humidity (point A3 and C3 in Figure 9-4). The distribution of the tribofilm thickness
ranges from 30 nm to 75 nm at 95% RH (see Figure 9-5), which suggests that the
tribofilm surface is rougher at higher humidity. The higher roughness was also
confirmed from the numerical values obtained from the 3D maps. The roughening
effect of relative humidity on the topography of the tribofilm surface might be one of
the reasons for the higher wear observed at higher relative humidity (point A3 and C3

in Figure 9-5).

The composition and structure of the tribofilm were investigated by XPS in order to
better characterise the ZDDP tribofilm formed in the presence versus absence of
humidity. Theratio of BO to NBO area obtained from XPS analysisis used to identify
the chainlength of glassy polyphosphate (Figure 6-7 and Figure 6-8). Thisratio allows
characterisation of polyphosphate chain composition ranging from zinc
orthophosphate to zinc metaphosphate. It can be clearly seen from Figure 6-9 and
Figure 6-10 that the value of BO/NBO decreases while the humidity increasesfor both
temperatures of 80°C and 98°C (see Table 6-1). The higher values of humidity seems

to lead to the formation of shorter pol yphosphates chain length of zinc orthophosphate
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as compared to the case of zinc metaphosphate formed at lower humidity. The results

are aligned with the findings of Crobu et al (95, 98).
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According to the BO/NBO ratios, the shortest polyphosphate chain length was found
at 95% relative humidity at 80°C. On the other hand, the longest polyphosphate chain
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length wasfound in the case of 0% relative humidity at 98°C. It suggeststhat humidity
can affect the mechanical properties of the tribofilm especially at lower temperatures

and higher levels of humidity due to the higher water concentration in the oil.

Figure 6-1 discusses the water concentrations present in the oil at different values of
humidity. The lowest water content was found at 98°C and 0% RH, which is
responsible for the longest polyphosphate chain (metaphosphate). However, the
highest water concentration, which was found at 95% RH and 80°C, led to the
formation of the shortest glassy polyphosphate chain length. It could be interpreted
that humidity in fact not only alters the growth rate, topography of the tribofilm
surface and roughness of the ZDDP tribofilm but also changes the chain length of
polyphosphates and speeds up the depolymerisation reaction of longer chain
polyphosphates to shorter ones. The similar findings observed by Fuller et al (74) and
Nichollas (86) et al. They pointed out that longer chain polyphosphates could also be

depolymerised by water to shorter chain polyphosphates.

It can be summarised that in the presence of humidity the ZDDP anti-wear additive
generates patchier and rougher tribofilms consisting of shorter chain polyphosphates,
which leads to thinner tribofilm and higher wear. This detrimental effect might
weaken the reaction layer structure formed on the surface. Thus, it results in less
durable tribofilm that can be also easily removed from the surface, which eventually
causes higher wear. Thisisfurther supported by the results shown in Figure 6-11 and
Figure 6-12, which indicate that the average wear depth escalates when the relative
humidity increases. Thistrend is prominent at lower temperature and higher humidity,
which confirms that the ability of the ZDDP anti-wear additive to reduce wear is
sensitive to variations in operating conditions. These results are in a good agreement

with the studies done by Lancaster et al (53) and Cen et al (44, 60). It was proposed
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that water contamination plays a significant role in accelerating wear of the system in
comparison with the effect of water on friction. Cen et al (44) found recently that
increasing the relative humidity leads to the higher water adsorption and higher wear

under pure dliding condition.
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Figure 9-6 Effect of humidity on the atomic concentration of Zn, S, O and P of
ZDDP tribofilm after 2 hrsrubbing

Figure 9-6 demonstrates the influence of humidity on the atomic concentration of
ZDDP decomposition products such as Zn, S, O and P after 2 hrs rubbing. Humidity
clearly alters the atomic concentrations of O, S, P and Zn, which are the main
decomposition products forming layers of zinc phosphate. Humidity significantly
reduces the concentration of O and P. The general trend indicates that the higher the
relative humidity the lower the atomic concentration of O and P. On the other hand,
humidity accelerates the formation of Zn and S (Figure 9-6). The decrease in the

atomic concentration of O and P followed by an increase in the concentration of Zn
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can support the fact that shorter polyphosphate chain forming on the surface. Thisfact
is also supported by the significant reduction in theratio of P/Zn over the 2 hrstest in
the humid environment. Thesefindings are also aligned with the trend observed from
the ratio of BO/NBO indicating the ZDDP tribofilm consists of shorter chan

polyphosphates in the presence of humidity.

It can be summarised that humidity appears to prevent or delay the polymerisation of
shorter chain polyphosphates to longer ones. These findings are aso aligned with the
literature (44, 174). Furthermore, it seems that more vulnerable phosphate chains
formed within the tribofilm in the presence of humidity, which can be easily broken

down.
The results suggest two possible mechanisms:

1- Firstly, humidity appears to be able to deteriorate the long chains
polyphosphates (weaker phosphate chains formed), which can be easily
depolymerised into shorter ones.

2- Secondly, humidity hinders the polymerisation of shorter chain
polyphosphates and therefore the longer chain polyphosphates cannot be

generated from the beginning of the test.
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Figure 9-7 Effect of humidity on theratio of P/Zn, P/O of ZDDP tribofilm after
2 hrsrubbing
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9.3 Combined effect of humidity and mixed water

Asitisdiscussed in Section 9.1, water concentration in the case of mixed-water in oil
does not appear to be constant during the experiment (Figure 9-1). Thistrend in water
content can be split into two stages. Firstly, water concentration largely drops down
in the first 15 minutes followed by a second stage of steady state concentration. As
shown in Figure 5-2 and Figure 5-3, it seems that water delays the formation of the
tribofilm during the running-in period, which is more prominent for higher water
concentration and lower temperature. It confirms the observation that the higher the
water concentration the lesser the growth rate of the tribofilm. Figure 9-1 reveal s that
most of the water in the oil evaporates in the first 15 minutes and polymerisation of
polyphosphates seems to start in the absence of water. Figure 5-2 illustrates that the
lesser tribofilm growth rate results in the lower steady state tribofilm thickness, which
islikely related to the weaker tribofilm formed in running-in period in the first stage.
It could be concluded that water not only affects the decomposition reaction when it
is present in the first 15 minutes but also aters the tribofilm formation even after it
evaporates from the oil. The ZDDP anti-wear layer formed in the presence of water is
less durable during the time water is present and it can be easily removed as shown in
Figure5-2 and Figure 5-3. Asindicated earlier, the genera trend showsthat the higher

the water concentration the lower the steady state tribofilm thickness.

To be able to better understand the effect of water on the durability of the tribofilm,
oil containing anti-wear additive was replaced with PAO without any ZDDP in the oil
after 25 minutes of starting the test. Figure 9-8 shows that the effect of water on the
tribofilm structure in the running-in period cannot be overturned even when water

evaporates and thus supports the hypothesisthat ZDDP anti-wear layers formed in the
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presence of water are less durable. The weaker tribofilm formed in the presence of

water leads to higher removal after changing the oil.
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Figure 9-8 Durability of thetribofilm for ZDDP with different water
concentrations at 80°C

The XPS results also suggest that the tribofilm contains short polyphosphates with
high amount of iron oxides and sulphides and high amount of zinc after replacing the

oil in the presence of water (see point C7 in Figure 9-8).

In the case of relative humidity (see Figure 9-2), certain amount of water ispresent in
the oil throughout the test as water evaporation and adsorption reach an equilibrium
stage. In this case, the higher relative humidity results in lower steady state thickness
of the tribofilm as well as less tribofilm growth rate. It appears that water
concentration combined with relative humidity hinder the formation of ZDDP
reaction layer during the test and that is the main reason for tribofilm thickness to get
levelled out into steady state. Humidity seems aso to retard the polymerisation of

shorter polyphosphate chains into longer ones and weakens the longer polyphosphate
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chain bond formed in the tribofilm, which can be easily converted to shorter ones.
This behaviour can be attributed to the high amount of water concentration within the

oil throughout the experiment as shown in Figure 9-2.

Figure 9-9 indicates how polyphosphates chain length evolves during the test in the
presence and absence of water in the oil based on the ratio of BO/NBO. In the case of
95% relative humidity, the ZDDP reaction layer contains shorter polyphosphate chain
even from the beginning and it is lightly decreasing during the test. It is more likely
related to the certain amount of water present in the oil throughout the test, which
surprisingly results in forming shorter chain polyphosphates than in the case of 3%

mixed-water and 0% Humidity.

Asit described beforein this section, in the case of 3% mixed-water in oil, the ZDDP
additive generates shorter chain tribofilm in the first 15 minutes (first stage) and
delays the polymerisation of short chains into longer ones as water is present in the
oil. It is interesting to notice that the polymerisation reaction seems to immediately
start after the evaporating of the mixed-water from the oil. Thereis a dight reduction
inthe chain length of polyphosphates even when the water evaporates from the surface
and polymerisation process starts to occur, which indicates that the formed
polyphosphate chains are less durable during the time water is absent (0% relative
humidity). The chemica bonds of the formed polyphosphates appear to be easily
broken, which makes the tribofilm more vulnerable to wear and removal (see Figure

5-2 and Figure 5-3).

The combined effect of water and humidity can be observed in Figure 9-10. The
resultsindicate that both mixed water in oil and humidity can largely affect the atomic
concentration of P and Zn, which are the main decomposition products generating

zinc phosphates within the tribofilm’s layers. It appears that Zn formation in the

195



presence of mixed-water or humidity is considerably speeded up compared to 0%
relative humidity athough the phosphorous concentration decreases for both cases
(see Figure 9-10). It can be determined that the presence of water either as water
contamination or water adsorbed from the humid environment can highly alter the
composition of ZDDP tribofilm. Further investigation into the Figure 9-10 reveal sthat
the effect of humidity on the acceleration and deceleration of Zn and P respectively,
isfairly higher than the case of 3% mixed-water in oil. It can be related to the water

evaporation from the oil in the case of 3% water (Figure 9-1 and Figure 9-2).

The atomic concentration of O appears to decrease when water or humidity is present
in the system and the effect of water is more prominent in the humid environment.
This can be related to the certain amount of water present in the oil throughout the
test. The reduction in the concentration of O resultsin adecreasein theratio of BO to
NBO which shows that the ZDDP reaction layer is made of short polyphosphate

chains.

—8— (0% RH 80°C
. —e—95% RH 80°C
- | —A—3% Water 80°C

00+t
10 20 30 40 50 60 70 80 90 100 110 120 130

Time (min)

Figure 9-9 Evolution of polyphosphate chain length
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Figure 9-10 Combined-effect of mixed-water and humidity on the evolution of
O(a), Zn(b), P(c) and theratio of P/Zn(d) of the ZDDP reaction layer over the
time

Asdescribed earlier in this section, water can delay the formation of the tribofilm and
hinders the polymerisation reaction of short chain polyphosphates for both cases
(mixed-water and humidity). All these observations suggest that the tribofilm consists
of shorter polyphosphate chainsin humid environment than in the case of mixed-water
in oil, which is evident from the evolution of the atomic concentrations of P, Zn and

O.

Figure 9-11 shows the tribofilm evolution over rubbing time for 95% relative
humidity and 3% water at 80°C. It can be clearly observed that the growth rate of the
tribofilm for 3% mixed-water is slightly lower than in the case of 95% RH. The main

reason for this can be related to the higher water content present in the oil for 3%
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water than 95% relative humidity as shown in Figure 9-1 and Figure 9-2. Generally,
the results indicate that the higher the water concentration the lower the tribofilm
growth rate. As soon as water molecules start evaporating from the surface,
depolymerisation of shorter chain polyphosphates start to occur whereas in the case
of relative humidity certain amount of water still exists in the oil throughout the test

thus preventing the formation of the tribofilm.

180

160 )

Tribofilm Thickness (nm)
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Figure 9-11 Tribofilm evolution at 3% water and 95% RH at 80°C

To examine the effect of water on the structure of the formed tribofilm, 3D maps of
MTM SLIM images and distribution of the tribofilm within the surface are presented
in Figure 9-12 at two different points over the rubbing time. The ZDDP anti-wear
layer in the presence of water appears to be patchier and rougher for both humidity
and mixed-water than in the case where water is absent. The distribution of the
tribofilm within the surface reveals that the tribofilm thickness ranges from 0 to 75
nm at point A2 and 75 to 145 nm at point C; indicating that the topography of the

tribofilm for 3% water content is considerably patchier than in the case of 95% RH.
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Figure 9-12 A 3D visualization of MTM SLIM images and distribution of the
tribofilm on the surface for 3% water (point Az and C2) and 95% RH (As
and Cys)
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It can be summarized that water, whether adsorbed from the humid environment or
added to the ail before the test, generally is detrimental to the tribofilm and contacting
surfaces. Water can significantly affect the tribofilm formation, durability, structure
and even composition, which largely influence wear performance of the system. The
presence of water can cause delay in the tribofilm formation when the oil is
contaminated with water before the test whereas in the humid environment it hinders
the formation of the ZDDP reaction layer and the polymerisation of its polyphosphate
chains into longer chains. In the presence of water, thinner tribofilms are formed on
the surface. This effect becomes more prominent in humid environment as water is
present over the entire rubbing time as compared to the running-in period only in the
case of oil contaminated with water under low relative humidity. The presence of
water seems to make the tribofilm more vulnerabl e to wear and removal, which results
in higher wear of contacting surfaces in both cases. It was aso found by Cai et al
(185) that water contamination above the saturation level in the oil (emulsion) is
detrimental for the system in terms of wear behaviour. In this study, it isalso observed
that the lower temperature results in higher wear. It can be related to the more
evaporation of water at higher temperature. The higher temperature leads to the
thicker tribofilm formed by ZDDP. The same trends were proposed by Cen et al (44)

and Ghanbarzadeh et al (109).

9.4 Analytical study of the effect of water on tribofilm growth and

wear

As described in Chapter 7 two different approaches were used to analytically study
the effect of mixed-water and humidity on the tribofilm growth and how its impacts
on wear of the system. The aim of the first approach is set to be an evaluation of the
effect of water on the coefficient of wear. For this purpose, a modification factor, ys
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was defined to be added to Equation 7-2 which is assigned to the effect of water on
wear. Asit is expected from the obtained experimental results in Chapter 5, Y which
isresponsible for the water effects is increasing by increasing the mixed-water in oil
(see Table 7-3and Table 7-4). The results from the model suggests that the higher the
water concentration the higher the coefficient of wear. The same trend observed from

the model for the effect of humidity.

Table 7-6 clarifies that the higher coefficient of wear and s for both temperatures
assigned to the higher relative humidity. The influence of water corresponding to the
different humidity on y found to be higher than the case of mixed-water in ail. It
supports the fact that wear in humid environment is more detrimental than mixed-
water in oil. The model is also capable of capturing the effect of temperature on the
wear performance. The results for both cases suggest that the higher temperature
appears to reduce the wear due to the thicker tribofilm on the surface and lower

concentration of water.

Second approach is meant to capture the effect of water on the tribofilm growth and
its effect on wear of the system. Figure 7-13 and Figure 7-14 exhibit the higher water
concentration in the oil seemsto decel erate the growth rate of the tribofilm as well as
steady state tribofilm thickness for both temperatures. It confirms the fact that the
model is able to predict the tribofilm growth. The same trend was observed in the
humid environment as presented in Figure 7-16 and Figure 7-17 indicating the
thickness of the reaction layer is decreasing by increasing the humidity as well asthe
growth rate of the tribofilm. It can be also seen that the model can predict the
formation for both temperatures meaning the higher the temperature the thicker the

tribofilm for the both cases (mixed-water and humidity).
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Asexpected from experimental results, numerical wear cal cul ations obtained from the
model arein agood agreement with the experimental measurements (see Figure 7-18
and Figure 7-19). The model appears to be able to accurately capture the wear
behaviour for two different temperatures. As it can be seen in the graphs, the higher
the relative humidity the higher the wear in the system. The mathematical model
follows the same behaviour in the case of mixed-water in oil. It can be summarised
that the effect of humidity on the growth rate of the reaction layer is different from
the effect of mixed-water in oil. The maximum film thickness seems to be the same
for al the water concentration whereas the maximum film thickness significantly
affected by different levels of relative humidity and it can be estimated by

mathematical model.

9.5 Durability of thetribofilm

For the purpose of investigating the tribofilm evolution and the durability of the
reaction layer within the time, oil was replaced at two different stages; early stage and

late stage as mentioned in Chapter 8.

9.5.1 Early stage

Figure 8-2 displays the replacement of PAO+ZDDP with PAO in the absence of
ZDDP at early stage (after 25 minutes of rubbing time) which significantly alters the
tribofilm growth behaviour. This replacement results in a large reduction in the
thickness of the tribofilm whereas there is no notable drop in the tribofilm thickness
when PAO+ZDDP exchanged with afresh PAO+ZDDP. In this case, ZDDP reaction
layer keeps forming on the surface up to 100 nm tribofilm thickness. Mechanical
action seemsto beresponsiblefor the considerabl e reduction of thetribofilm thickness
when PAO+ZDDP replaced by PAO. The observations suggest that the top layer of

the ZDDP reaction layer formed on the surface is less durable than the bulk of the
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tribofilm which results in a decrease in the thickness when the ail replaced by PAO.
The results show that there is no sufficient ZDDP additive remained in the oil after
replacing PAO+ZDDP with PAO and the rate of the mechanical removal of the
tribofilm is higher than formation which results in a significant drop in the thickness.
It can be also said that the top layer of the ZDDP anti-wear layer is less durable than
bulk of the tribofilm and once the uppermost layer isremoved, the tribofilmis durable

and the thickness does not change.

It isalso shown that the drop in the thickness of the tribofilm isarapid drop indicating
the top soft layer of thetribofilmisremoved inthefirst few load cycles after replacing
the oil. The results obtained from XPS analysis on the samples (see point A1, C; and
C> in Figure 8-2) exhibit the toper layer of the tribofilm consists of longer chain
polyphosphate (point A1 and Ci1) which appears to be softer than the bulk of the
reaction layer (point Cz) which is made of the shorter chain polyphosphates (see
Figure 8-5 and Figure 8-6). According to the refs (95, 98), this conclusion can be
drawn that the ZDDP reaction layer structure aters from metaphosphate (longer

chain) to orthophosphate (shorter chain) in the bulk of the tribofilm.

The results revea that the mechanical properties of the tribofilm varies within the
thickness of the reaction layer that can be assigned to the chemical bonds between the
decomposition products of ZDDP such as P, Zn, O and S. The shorter polyphosphate
chain in the bulk of the tribofilm shows more durable structure than the top layer
which contains longer chain polyphosphates. The longer chain polyphosphates
(metaphosphates) seem to be more vulnerable and removable than the shorter chain

polyphosphates.
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Figure9-13 A 3D visualization of MTM SLIM imagesat point C1 and C2

A 3D visualization of SLIM images from wear scar at Point C; and C> (Figure 8-2)
shown in Figure 9-13 to better understand the topography of the surface. It can be
interpreted from the figures that the tribofilm thickness ranges from 35nm to 105 nm
when PAO+ZDDP replaced by Fresh PAO+ZDDP. The 3D images aso show that
roughness and patchiness of the reaction layer in the case of replacing PAO+ZDDP
with PAQ ishigher than the casein which PAO+ZDDP replaced by PAO. Inthe latter
case, Tribofilm thickness ranges from 5nm to 55nm. According to the change in the
mechanical properties of the reaction layer within the tribofilm, the longer chain
polyphosphates on the top layer appears to create rougher and patchier surface (point

Cy) than the bulk of the tribofilm which contains short ones (point Co).

9.5.2 Latestage

Figure 8-3 displays the late stage replacement of the PAO+ZDDP with PAO to assess
the effect of rubbing time on the durability of the tribofilm. There is no significant
drop in thetribofilm thicknesswhen the ail is replaced with PAO after 3 hrs of rubbing
time (Figure 8-3), however Figure 8-2 indicates that there is a large reduction of the
tribofilm thickness at early stage replacement of the ail. It could support the fact that

the durability of the tribofilm is also changing by rubbing time and it is more resistant
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to rubbing. Therefore, only a few nanometres of the film are removed. XPS analysis
confirms the presence of short chain polyphosphates at the end of both experiments
(point Cz and C4 in Figure 8-3). A comparison between early stage and late stage oil
replacements indicates that shorter chain polyphosphates exist on the surface
compared to the early stage (see Table 8-2). It appears that the durability of the
tribofilm is improved by rubbing time which might be a reason why the ZDDP
reaction layer is not removed after exchanging the oil with PAO. Resultsarein agood
agreement with the reports of literature (194). Asit is observed in XPS analysis (see
Figure 8-7 and Figure 8-8), tribofilm contains shorter chain polyphosphates after 3hrs
rubbing. Rubbing appears to accelerate depolymerisation of longer chain to shorter
ones. The similar trend was observed by Crobu et al (95). They reported previousy
that long chain polyphosphates convert to shorter chain polyphosphates due to
rubbing. There is another possibility that rubbing makes the longer chain weaker and

after enough rubbing time, longer chain polyphosphates easily broken to shorter ones.

9.5.3 Multiple replacement

Figure 8-4 exhibit when the oil replaced by base oil after 25 minutes of starting the
test followed by the exchanging PAO by afresh ZDDP after 1hour of rubbing time,
the reaction layer appears to start forming again up to the higher level of tribofilm
thickness even higher than initial stage (see Point A2 and Cs in Figure 8-4). It hasalso
been shown in the literature that unreacted ZDDP can be replenished in the contact
areas and reform glassy polyphosphates (85) XPS analysis on the wear track at Point
A», Cs and Ce display thereaction layer at A2 before replacing the oil by PAO contains
longer chain polyphosphates (metaphosphate) when the tribofilm is relatively thick.
Once the oil is exchanged and the tribofilm is partialy removed, shorter chain

polyphosphates found in the tribofilm.
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It can be proved that the mechanical properties of ZDDP anti-wear layer varies from
the bulk to the top layer of the tribofilm. This behaviour can be assigned to the chain
length of polyphosphate varies from the shorter chain in the bulk to the longer ones
on thetop. Furthermore, the significant drop in thetribofilm thickness, especially from
the top layer when the oil replaced by PAO (see point A2) can approve that the
uppermost layer which consists of longer polyphosphate chain isless durable than the
bulk of the tribofilm in which shorter chain ones exist. It has been shown that the
mechanical properties and chemistry of the ZDDP tribofilm varies from bulk to the
surface (81, 85, 86, 95, 195). Thissuggeststhat different chemistries can be correlated

for mechanical properties of the film.

A 3D map of SLIM images shown in Figure 9-14 confirmsthat asaresult of replacing
the PAO with fresh PAO+ZDDP (see point Cs in Figure 8-4), patchier structure of the
tribofilm found on the surface than Point Cs.
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Figure 9-14 A 3D visualization of MTM SLIM images at point Cs and Cs

9.5.4 Effect of temperatureand load on durability of thetribofilm
As explained in the sections 8.4 and 8.5, tribological test conducted with the same
conditions to build up the tribofilm up to 25 minutes of rubbing time and then the oil

and temperature/load changed to PAO and different temperatures/|oads to be able to
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assess the effect of temperature and load on the durability and chemical composition
of the ZDDP reaction layer. It can be obviously seen from Figure 8-11 and Figure
8-12 that changing the temperature to the higher temperatures (120°C and 140°C) after
replacing the PAO+ZDDP with PAO resultsin asignificant reduction in the thickness
of the tribofilm which is an instantaneous drop after a few cycles (see point B1 in
Figure 8-11). The higher the temperature the higher the tribofilm removal. Heating up
the tribofilm formed within the first 25 minutes of rubbing to the higher temperature

appears to ater the durability of the tribofilm.

Thisleadsto theimmediate removal of the ZDDP-antiwear layer after starting the test
again. Results are supported by the previous study of the temperature effects on the
mechanical properties of ZDDP (90, 197). With respect to the BO/NBO ratios and
Zn3S-P2p binding energy difference at point Az (see Figure 8-13), longer chain
polyphosphates found on the surface. As it is seen in the previous sections, longer
chain polyphosphates are softer than the short ones and easier to be removed from the
surface. This phenomenaaccel erates when the temperatureisincreased and makesthe
structure more vulnerable and detachable. That can be a reason for the highest
reduction of tribofilm thickness occurred at 140°C. The same trend is observed for
120°C whereas the lower temperature (80°C) found responsible for the lowest

tribofilm removal (see Figure 8-13).

It seems that the cross-linked structure of ZDDP reaction layer becomes weaker and
less durable at higher temperature that can be broken and removed from the surface
by afew cycles of rubbing. The XPS results at Point B after afew cycles of rubbing
revealsthat tribofilm contains shorter chain polyphosphates which cannot be removed

from the surface dueto its durability.
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It isinteresting to note that the growth rate of the tribofilm in the second stage (after
replacing the oil), isincreasing by temperature as well. The highest growth rate found
in the case of 140°C which is responsible for the highest removal of the tribofilm as
well. Tribofilm after a large removal at 140°C immediately starts building up to the
75 nm thickness. The longer chain tribofilm observed at point Cg at the end of the test
(see Figure 8-13). Temperature appears to speed up the polymerisation reaction of
shorter polyphosphate chains to longer ones as longer chain polyphosphates found at

point Cs.

It can be understood from the XPS results that temperature not only change the
mechanical properties and durability of the tribofilm but also plays arole of catalyser
and accelerates the decomposition rate of ZDDP and polymerisation reaction which

resultsin the higher growth rate of the tribofilm in the second stage.

The same behaviour observed for the effect of load on the durability and chemical
composition of thetribofilm. Figure 8-16 displays the tribofilm evolution for different
loads. Higher load results in the higher removal of the tribofilm. This variation is
plotted in Figure 8-17. Not surprisingly, reduction in the thickness of the tribofilm is

also linear with the applied load.

The comparison between the high load and low load suggests that when the tribofilm
is more removed for the case of higher load, there are shorter chain polyphosphates
present in its bulk after the removal. Therefore higher load is able to remove more
durable glassy phosphates in the bulk of the tribofilm and this behaviour is very
similar to the temperature effect on the removal of the tribofilm. For the temperature,
it is more reasonabl e that temperature changes the structure of the tribofilm therefore
changing its durability and removal behaviour. On the other hand higher load results

in more shear stress applied on the tribofilm which can lead to the more removal of

208



the film. The same conclusion can be drawn from the effect of load and temperature
that the mechanical properties of the tribofilm changes within the tribofilm as well as

tribofilm structure (81, 85, 86, 95, 195).
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Chapter 10. Conclusionsand Future Work

This chapter discusses the conclusions derived from this work. A combination
conclusion of the effect of water on the tribofilm formation, characteristics, durability
and its effect on wear performance of the tribological system; the effect of humidity
on the decomposition products of ZDDP anti-wear reaction layer and its effect on
wear performance; analytical study of the effect of water on ZDDP tribofilm growth
and its correlation with wear and finally, the effect of temperature and load on ZDDP
tribofilm structure and its effect on durability of the layer. At the end of this chapter,

some future work will be presented.

10.1 Water effect on ZDDP anti-wear reaction layer and its effect

on wear

Section 5.2 and Section 5.3 have extensively studied the effect of water on wear
behaviour of boundary lubricated tribosystem in a rolling-sliding contact. The main

results are summarized in this section.

1. Water affects the tribochemistry of the zinc polyphosphates tribofilm on the
surfaces.

2. Water influences the growth behaviour of the tribofilm on the surfaces and
more water in the ail resultsin lower rate of the growth on contacting surfaces

3. Water in oil can delay the growth of the tribofilm in the running-in period and
it can significantly affect wear performance in boundary lubricated system.
This effect is more significant for the tests at 80°C in comparison with tests at
100°C due to more water in the oil

4. Higher water concentration leads to a reduction in the growth rate of the

tribofilm which in nature results in an increase in the wear of the system. One
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of the possible mechanisms might be that ZDDP molecul es can be surrounded
by water molecules and prevented from reacting with the surface which leads
to the lower tribofilm growth rate at the beginning. (See Figure 5-5)

. Steady state tribofilm thickness is also affected by water concentration in the
oil; the higher the water concentration the lower the tribofilm thickness. It
supports the fact that water not only delays the tribofilm formation but also
significantly aters the mechanical properties and structure of the ZDDP anti-
wear layer. The tribofilm formed in the presence of water seems to be less
durable in comparison with the tribofilm formed in the absence of water.

It was shown that tribofilm thickness in steady-state condition is not a good
representative of the wear behaviour of the system. However other important
physical, chemical and mechanical parameters are involved. The whole
growth behaviour of the tribofilm can be significantly important to
characterize wear. This means that running-in period is also important in
determining the wear of boundary lubricated systems.

. According to the XPS results, water molecules can depolymerise longer chain
polyphosphates to the shorter ones and alter the structure of ZDDP tribofilm.
This indicates that presence of water in oil could in fact accelerate the
depolymerisation of longer polyphosphate chains to shorter ones.

. Water seems to change the atomic concentration of O, P and S as well. This
could also show that water not only affect the chain length of phosphate
species but also alter the chemical bonds alowed with the phosphates. The
ratio of BO/NBO is also suggested that shorter chain polyphosphates found in

the presence of water (see Figure 9-9).
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10.2 The effect of humidity on the decomposition products of ZDDP

anti-wear reaction layer and its effect on wear performance

The effect of relative humidity on tribofilm characteristics and wear performance of
the boundary lubricated system in rolling/sliding conditions has been investigated for
the first time in this chapter by using MTM SLIM integrated to the humidity control

system. Notable observations in this chapter are summarized as follow:

1. Theincrease of relative humidity increases the wear of the system for both
temperatures of 80°C and 98°C. It can be attributed to the higher water
concentrations when higher humidity values are applied. It is worth
mentioning that the higher the temperature the less the wear due to the thicker
tribofilm thickness formed on the surface. The effect of humidity on wear
performance is more significant at lower temperature in comparison with
higher temperature.

2. Higher water contents in oil results in reducing the growth of the tribofilm
which causes higher wear in the system. Reducing tribofilm growth might be
because of the difficulty that ZDDP molecules have to access to the surface
and react with the substrate in the presence of higher amount of water.

3. Reative humidity can significantly affect the mechanical properties of the
tribofilm. It was found that the effect of humidity on tribofilm formation is
more significant at higher humidity and lower temperature (80°C) due to the
more water content in the oil.

4. Water concentration seems to keep its value during the test indicating that
there is an equilibrium between evaporation and absorption of water in the

system. It can be interpreted from Figure 9-2 that the presence of water in the
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10.

11.

first 15 minutes (running-in) accel erates the decomposition rate of ZDDP and
then it starts terminating the tribofilm formation and it levels out.

It can be also determined that relative humidity hinders the formation of
tribofilm and that could be a reason for ZDDP reaction layer to growth up to
the steady-state thickness and then levels out, and this effect is prominent at
higher relative humidity for both temperatures ( Figure 6-9 and Figure 9-2).
ZDDRP tribofilm does not form uniform on the surface and higher humidity
leads to the patchier form of ZDDP anti-wear layer. The 3D map of SLIM
image a 95% reveals that the structure of the ZDDP tribofilm can be
significantly affected in the presence of humidity

It also shows that humidity not only alter the growth rate of the tribofilm but
also changes the chemical composition and structure of the reaction layer.
XPS results show that shorter chain poly phosphates present in the tribofilm
at higher relative humidity. It can be linked to the depol ymerisation of longer
polyphosphate chain to shorter chain. The higher the relative humidity the
lower the ratio of BO/NBO.

It is more likely that humidity largely changes the composition of the ZDDP
tribofilm by atering the atomic concentrations of P and Zn which arethe main
decomposition products forming layers of zinc phosphate.

The decrease in the atomic concentration of O and P followed by an increase
in the concentration of Zn can support the fact that shorter polyphosphate
chain forming on the surface. This fact is also supported by the significant
reduction in the ratio of P/Zn over 2hrstest in the humid environment.

For the purpose of comparison between the effect of mixed-water and
humidity, it can be mentioned that water delays the decomposition reaction in

running-in period when water mixed with oil (3% water). As soon as water
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molecules start evaporating from the surface, depolymerisation of shorter
chain polyphosphates start to occur whereas in terms of the humidity case,
certain amount of water exists in the oil throughout the test and humidity

prevents the formation of the tribofilm.

10.3 Combined effect of mixed-water in oil and humidity

It can be summarized that water generally isdetrimental for all thetribological system
either water adsorbed from the humid environment or oil contaminated with water
before the test. Water can significantly affect the tribofilm formation, durability,
structure and even composition which largely influence wear performance of the
system. The presence of water can cause delay in the tribofilm formation when the oil
is contaminated with water before the test but it hinders the polymerisation of the
polyphosphate chain to form longer chains and formation of the ZDDP reaction layer
in the humid environment. Thinner tribofilm formed on the surface in the presence of
water and it is prominent in humid environment as water present over the rubbing

time compared to the time oil contaminated with water before the test.

The observations seem to make the tribofilm more removable and vulnerable which
resultsin higher wear in both cases. The higher the water concentration the higher the
wear happening in the system. Running the test in humid environment causes more
wear in the system compared to the mixed-water in oil as the consequences of

humidity are more detrimental due to the concentration of water throughout the test.

10.4 Analytical study of the effect of water and humidity

10.4.1 Analytical study of effect of mixed-water
The experimental results obtained from the effect of mixed-water in oil were used to

adapt Archard’s wear coefficient to the tribocorrosive conditions. The new wear
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model considering the effect of water was implemented into the previously-reported
numerical model to develop a new semi-deterministic numerical wear model adapted
to the tribo-corrosion system in this section (See Section 7.4). The key observations

can be summarised as shown below:

1. Two different numerical approaches were used to test the model and also
represent the effect of water in wear of the system. With respect to the first
approach, tribocorrosive wear can be predicted by modifying the Archard’s
wear coefficient. The modification parameter (V') increases by increasing the
water concentration. The simulation wear results show good agreement with
the experimental wear measurements.

2. Itisconcludedinthiswork that oncethe characteristics of thetribofilm growth
are captured, the model is capable of predicting tribocorrosive wear in

boundary lubrication regime.

10.4.2 Analytical study of the effect of relative humidity

Relative humidity and its effects on tribochemistry and wear of boundary |ubricated
systems was examined experimentally in Chapter 6. In the current study the tribofilm
thickness and wear results obtained experimentally are used to develop a semi-
deterministic approach to implement the effect of humidity in wear prediction of

boundary lubrication for the first time.

A semi-analytical approach was applied to model the effect of relative humidity on
tribofilm growth and wear in boundary lubricated system in presence of ZDDP as an
anti-wear additive (See Section 7.5). Two approaches were employed to implement
the effect of relative humidity in predictive wear model and the following

observations can be drawn:
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. In regards to the first approach, Archard's wear coefficient is semi-
deterministically obtained for different levels of relative humidity from the
simulations. This can lead to the modification of Archard’ swear equation with
a modification factor of ¢. This approach can be used by designers of
tribological partsto take in to account the effect of humid environment on the
durability.

. In addition, the modification factor ¢ is increasing while the humidity
increases.

. The second numerical approach was applied to consider the effect of humidity
on the tribofilm growth and the corresponding wear behaviour in boundary
lubrication. It is shown that successfully capturing the tribofilm growth
behaviour leads to predicting the tribochemical wear in boundary lubricated
conditions.

. It was the effect of relative humidity on tribofilm growth behaviour and wear
is different from the effect of mixed-water in the oil which was the subject of
arecent study by the authors. In the latter case, the maximum film thickness
was found the same for different levels of water concentration while the
tribofilm growth rate found to be significantly affected which led to different
wear rates in running-in stage. In the case of relative humidity, the maximum
film thicknessisinfluenced considerably.

. Cdlibration of the numerical-tribochemical model suggests a linear variation
of h,,q, (Maximum tribofilm formation) with relative humidity and the result
is a modification to the tribochemical model to adapt it to the tribocorrosion

conditions in humid environment.
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10.5 The effect of temperature and load on ZDDP tribofilm

structure and its effect on durability of the layer

The main focus of this study isto investigate the durability of the ZDDP tribofilm and
correlate it to the chemical properties of the glassy polyphosphates. The effect of
parameters such as temperature and load on tribofilm formation and its durability has
been studied experimentally by using a Mini Traction Machine (MTM) with the
Spacer Layer Interferometry Method (SLIM) attachment. Tribofilm durability so far
has not been studied extensively. The experimental resultsin this paper, show for the
first time that running conditions do not affect only the formation of the tribofilm but
also its durability and as such it should be considered in the tribochemical studies of
such additives. A methodology for studying the mechanical and chemical aspects of
the durability of the tribofilm derived from ZDDP antiwear additive is reported for

thefirst timein this work. The following conclusions can be drawn:

1. Thedynamic growth of the tribofilm on the contacting asperities is important
for the antiwear mechanism of ZDDP on steel surfaces.

2. Theexperiments suggest that chemical characteristics and durability of ZDDP
tribofilm evolves in time. The results from XPS confirm that longer chain
polyphosphates convert to shorter chains when rubbing occurs and tribofilm
changes its structure. These changes in the structure are responsible for the
increase in the durability of the tribofilm. When the oil was replaced at 25
minutes, the tribofilm mainly consisted of metaphosphates while the structure
moved towards containing more pyrophosphates after 3 hrs.

3. ZDDP tribofilm isless durable in the early stages of tribofilm formation. The
durability of the ZDDP tribofilm is different at different stages of tribofilm

evolution.
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4. Physica parameters such as temperature and load significantly affect the
resistance of the film to the mechanical rubbing.

5. It was observed that temperature can significantly affect the structure of the
glassy polyphosphates in a way that the same applied load can remove more
glassy polyphosphates at higher temperature. The structure of the ZDDP
tribofilm evaluated by XPS shows that shorter chain polyphosphates
(pyrophosphates) are found on the tribofilm when a high amount of tribofilm
thickness reduction occurred. In contrast, relatively longer chain
polyphosphates were found when the applied temperature was low and a
relatively lower amount of tribofilm was removed.

6. Variationsin thetemperaturein thisstudy affect the viscosity of the oil but the
calculations of the severity of the contact and A ratio is not significant.

7. Higher lubricant temperature changes the structure of the glassy
polyphosphates which results in higher tribofilm removal once tested in base
oil. This observation was supported by XPS and different chain lengths of
polyphosphates were found at different depths of the tribofilm.

8. Not surprisingly, higher load results in higher tribofilm thickness reduction
and this variation is amost linear. The flash temperature was calculated for
different applied loads. It was found that the flash temperature is not varying
significantly by the applied load due to the small differencesin the maximum

Hertzian contact pressures.

10.6 Futurework

This research discussed the effect of water/humidity on the mechanical, chemical
properties of ZDDP tribofilms aswell astheir formation, removal and durability. The

correlation between the mechanical properties and the chemical composition of the
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ZDDP anti-wear layer was a so presented in this study. Additionally, the effect water

and humidity on thetribofilm growth and wear performance were analytically studied.

There are severa factors involved in the interfacial mechanisms of ZDDP tribolayer

need to be investigated further.

10.6.1 Experimental

Investigate the effect of water and humidity on the rheological properties,
tribofilm formation and durability of ZDDP additive in nano-scale by using
AFM.

Assess the impact of dissolved water and free water on the ZDDP anti-wear
additive and its tribochemistry. In this research, the type of water in the oil
cannot be specified as free or dissolved water.

Investigation into the mechanica properties of ZDDP reaction layer using
nano-indentation test. This method can indicate that how water can affect the
hardness and modulus of ZDDP tribofilms and how this affect is related to the
tribological performance.

The effect of water and humidity on friction behaviour of the ZDDP-antiwear
additive and its relation to the other tribological, mechanical and rheol ogical
properties of the system.

The interactions of the ZDDP antiwear additive with other additives such as
MoDTC, DDP, TCP. This will enable us to formulate a better mechanistic
understanding of the decomposition process of ZDDP.

Study the effect of water on the tribofilms formed on different substrates than
bearing stedl. In one case, the effect of water on non-doped H-DL C and doped

DL Cswith different dopants can be studied.
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10.6.2 Modelling

The effect of water and humidity on the tribofilm growth and its effect on the
friction behaviour of ZDDP additive.

Effect of water and humidity on tribofilm formation and its effect on
subsurface stresses; therefore the water effect on micropitting and fatigue
Adapt the devel oped model to the other [ubricants and additives. This model
isonly developed for PAO+ZDDP.

Extend the mode for tribocorrosion conditions including the effect of

passivation and repassivation of oxide layer on wear performance.
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