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Summary

This work presents the development and analysis of both the physical phenomena of the TIG (Tungsten
Inert Gas) welding procedure, and the numerical approaches necessary to couple the arc-plasma and the
weld pool. The study is designed with the aim to develop a unified 3D model for the prediction of key
welding variables as a function of basic process parameters.

The mathematical developments, implemented numerically in the finite element method toolbox Ca-
staM, couple a cathode, arc-plasma and weld pool model in a robust manner. Effectively, a formal derivation
of the thermo-hydraulic interface conditions is performed in a manner compatible with both conjugate heat
transfer and phase change phenomena. The derivation ensures that the relevant kinematic, dynamic and
thermal terms are included in the interface conditions. Next, the arc-plasma and weld pool models are
numerically coupled at the interface. Thus, to couple the energy conservation models, a mixed variable
algebraic approach is proposed and implemented which allows for the use of domain dependent variables in
a monolithic manner. Furthermore, both a partitioned Dirichlet-Neumann and a quasi-monolithic coupling
algorithm were implemented to join the mass and momentum conservation models of the arc-plasma and
weld pool domains. Their respective numerical performances are analysed and discussed.

In order to identify key parameters in the fully coupled model, multiple sensitivity studies were per-
formed and the importance of cathode geometry, inlet current, interface hypothesis and weld pool viscosity
are discussed. The significant impact the geometric singularities of the cathode have onto the arc-plasma
indicates the importance of the choice of cathode geometry when setting up fully coupled models for sim-
ulation. Additionally, the influence the inlet current and the dynamic viscosity have onto the weld pool
thermo-hydraulics brings into context the dominance of the interface forces and the Lorentz force when
shaping the weld pool.

Finally, a verification study for the unified 3D model was set up and discussed. The verified model is
then used to simulate a fully-coupled 3D welding configuration with displacement effects, which is compared
to experimental results and discussed. Thus, this work sets the stage for an exploitable 3D fully coupled

model in the near future.

Keywords : TIG welding, 3D cathode-arc-pool-anode model, multiphysics modelling, interface modelling,

partitioned algorithms
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Résumé

Ce travail présente le développement et I'analyse des phénomenes physiques du procédé de soudage TIG
(Tungsten Inert Gas), ainsi que les approches numériques nécessaires au couplage entre l'arc-plasma et
le bain de soudage. L’objectif de I’étude est de développer un modeéle 3D unifié pour la prédiction des
variables clés de soudage en fonction des parametres procédé de base.

Les développements mathématiques, implémentés numériquement via CastsM (logiciel de simulation
numérique développé par le CEA et basé sur la méthode des éléments finis) couplent un modele de cath-
ode, d’arc plasma et de bain de soudage de maniére robuste. Effectivement, une dérivation formelle des
conditions thermo-hydrauliques & 'interface fluide est effectuée de fagon a intégrer a la fois le transfert de
chaleur de domaines conjugués et le phénomene de changement de phase. Cette étape de dérivation permet
de s’assurer que la cinématique, la dynamique et les termes thermiques sont proprement pris en compte
au niveau des conditions a 'interface arc-bain. Ensuite, les modeéles de I’arc-plasma et du bain de soudage
sont numériquement couplés a travers leur interface. Pour coupler les modeles de conservation d’énergie,
une approche algébrique de type variables mixtes est proposée et implémentée ce qui permet d’utiliser les
variables adaptées a chaque domaine pour résoudre monolithiquement le systéme thermique. De plus, afin
d’unir les modeles de conservation de masse et de quantité de mouvement des domaines de ’arc-plasma
et du bain de soudage, un algorithme de Dirichlet-Neumann et un algorithme quasi-monolithique ont été
implémentés. Leurs performances numériques sont analysées et discutées. Afin d’identifier les parameétres
clés du modele entierement couplé, plusieurs études de sensibilité ont été effectuées. Au cours de ces études,
Iinfluence de la géométrie de la cathode, du courant électrique en entrée, des hypotheses d’interfaces et
de viscosité du bain sont discutées. Il ressort de ces études que 'arc-plasma est significativement lié aux
singularités géométriques de la cathode, ce qui montre 'importance du choix de géométrie pour la mise en
place de modeles couplés pour la simulation. Par ailleurs, I'influence du courant électrique et de la viscosité
dynamique sur la thermo-hydraulique du bain mettent en évidence la prédominance des forces a I'interface
arc-bain et de la force de Lorentz dans la formation du bain de soudage.

Finalement, une étude de vérification du modele 3D est proposée, étudiée et analysée. Le modele vérifié
est ensuite utilisé pour simuler une configuration 3D entiérement couplée qui prend en compte les effets de
déplacement. Une étape de comparaison expérimentale est également effectuée en utilisant des résultats
expérimentaux issus de la littérature. Ce travail constitue donc une base solide pour la mise en place, dans

un futur proche, d’'un modele 3D couplé exploitable pour le CEA.

Mots — clés : Soudage TIG, Modele 3D cathode-arc-bain-anode, modélisation multiphysique, modélisa-

tion des interfaces, algorithmes partitionnés
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Coupling the arc-plasma and weld pool

Nanos gigantium humeris insidentes.

Bernard de Chartres
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shielding gas
¢

inlet — ______
current
cathode
nozzle
welding
direction ) electric |
ground

arc

workpiece/anode .

weld pool

Figure 1.1: Principal constituents of the TIG welding system.

1.1 Objective of this chapter

This chapter serves to introduce the reader to the problem statement of this thesis and to motivate and
justify the approaches used throughout this work. To this end, the long term goal of the French Atomic
Energy Commission! (CEA) concerning TIG welding is presented and is followed by a brief history of
multiphysics modelling of TIG welding at CEA. Next, I present scaling arguments that motivate the
physical and mathematical strategies employed in this work. Finally, to set the stage for the simulation of
more general 3D TIG welding configurations, the reader is introduced to the sensitivity, verification and

3D weld displacement studies performed in this thesis.

1.2 Industrial context

TIG arc welding is an ubiquitous technique used to join metallic pieces together. An arc is used to
generate heat at high temperatures, allowing for the melting of the welding zone of the workpiece. In order
to understand the mechanisms at play in TIG welding, the constituents of the welding system are first
identified. The system is grossly made up of: an electric cathode, an arc and an electric anode. These
three components serve as the electric circuit that heat the arc and turn it into a high temperature heat
source. To ensure a stable and controllable electrification of the arc, the cathode is placed in a nozzle that
transports a shielding gas, serving as both the electrical medium to the arc and as a protective environment
(against oxidation) for the molten metal in the weld pool. The cathode is generally made of doped tungsten
(with thorium or lanthanium), the arc is made of an inert gas (argon or/and helium) and the anode is the
target workpiece to be welded [18]. Figure 1.1 schematises the above description of a typical TIG welding

system. As for the technique itself, it is of particular interest to the nuclear industry due to the clean and

!Commissariat & 1’énergie atomique
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high quality welds it produces. With CEA being one of the principal nuclear research institutes in France,
the commission strongly invests in the efforts to master the TIG welding technique. In fact, the long
term goal of CEA is to develop a fully predictive and complete computer model that is capable of using
typical welding parameters (arc height, inlet current, materials etc...) to calculate the thermo-mechanical
responses and metallurgical characteristics of the welded workpiece. Working towards this goal, CEA
currently invests in the modelling of the following: thermo-mechanical, thermo-metallurgical and magneto-
thermo-hydrodynamic approaches. While the latter is the subject of this thesis, the reader is referred to the
work of Pommier [67] for his work on the thermo-mechanical phenomena of welding and to Baumard [5, 6]
for her work on the thermo-metallurgy of 316L steel. The magneto-thermo-hydrodynamic approach (also
called the multiphysics approach) is based on the modelling of the electrodynamically forced TIG arc, the
interaction of the arc with the liquid weld pool that forms in the workpiece and the resulting geometric form
of the weld pool. Fundamentally, this means that the efforts put into multiphysics modelling of TIG welding
are to master the predictibility of the generated thermal field of the workpiece when welding. Indeed, with
a predictive tool capable of accurately reproducing the thermal field from basic welding parameters, the
use of experimentally calibrated thermal sources in mechanical and metallurgical studies can eventually be
avoided [13, 67, 60, 47, 5, 6].

1.2.1 A brief history of multiphysics modelling of TIG welding at CEA

The primary focus of this thesis is to advance the multiphysics approach and is structured on the historic
developments of CEA in this field. In fact, the general objective of this thesis is based on the state of
the multiphysics models at CEA in the year 2018. Therefore, to contextualise the work presented in this
thesis, the historical advancements on the multiphysics modelling of TIG welding is briefly discussed. The

different works are listed in a chronological manner.

From 2005 to 2009:
The first multiphysics model at CEA was the result of Brochard’s thesis [13]. The work extensively covers

the literature on the magneto-thermo-hydrodynamic phenomena used to model the TIG system. Brochard
implemented a computationally efficient approach to model the electro-thermal phenomena between the
cathode, the arc and the anode. Furthermore, his work proved, by using scaling arguments and asymp-
totic expansions, that the TIG arc should be modelled as a dilatational and low Mach number fluid. The
developed TIG arc model was then coupled to the weld pool via a fixed, non-deformable interface. The
developed 2D axisymmetric numerical model was verified with carefully chosen analytical solutions and
the phyical model was validated by comparing simulation results to the literature and to in house exper-
iments. The work of Brochard set up the first coupled 2D axisymmetric TIG model at CEA. The model
was applicable to the study of spot configurations for weak arcs (where the arc-pool interface negligibly
deforms), where the torch and workpiece remain stationary w.r.t the laboratory frame of reference. This
served as the first step in the construction of a numerical tool capable of predicting the thermal field in

the workpiece, by the use of typical welding parameters.

From 2009 to 2012:
To push the model further, Kong’s thesis [46] investigated the deformation of the arc-pool interface. Kong’s
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work focused on the implementation of a fluid model with a deformable free surface using a mesh tracking
method. The purpose of the work was to implement and experimentally validate a free surface model
driven by imposed pressure and surface tension phenomena. This set the stage for the incorporation of
surface deformation effects in the modelling of TIG weld pools. The work of Kong added to the weld pool
model the capability to capture surface deformation effects. This served to extend the range of physical

phenomena added to the TIG welding model.

From 2012 to 2015:

Advancing the model further, Nguyen’s thesis investigated the unification of all the dominant weld pool

phenomena [60]. Nguyen’s work focused on the modelling of a 3D weld pool and is based on a decoupled
approach where the TIG arc is replaced by thermal and mechanical boundary conditions. Thus, only the
weld pool is incorporated into the computational domain. The work implements the enthalpy approach
to resolve the phase change problem and focuses on the implementation of an efficient 3D electrodynamic
solver for the weld pool. Furthermore, the work quantifies the impact that the deformable pool surface has
onto the fluid dynamics of the system and thus onto the geometry of the weld pool. Nguyen’s developed 3D
weld pool model, that emulates the arc as a heat source using calibrated thermal and mechanical boundary
conditions, is applicable to welding configurations for arcs that are weakly affected by weld pool dynamics.

Furthermore, the model is capable of efficiently capturing the thermal phase change effects in the pool.

Summarising the state of multiphysics modelling of TIG welding at CEA before the start of my thesis,
it comprised of the following: 1) a 2D axisymmetric model that couples the cathode, arc and workpiece

domains for fixed arc-pool interfaces; 2) a decoupled 3D weld pool model for deformable weld pool surfaces.

1.2.2 Problem statement and principal objectives

To approach the goal of CEA concerning TIG welding, a fully coupled model that incorporates all dominant
welding phenomena is necessary. Furthermore, a predictive TIG welding model requires that 3D effects be
captured by the fully coupled model because industrial welding invokes 3D thermal phenomena. Thus, to
push the predictability of the TIG modelling efforts at CEA further, the coupling of the functionalities of
the previous models and the extension of the coupled model to 3D is imperative. Therefore, the principal
objective of this work is to identify, develop and implement coupling techniques to join the previous arc-
plasma and weld pool models, and ensure the mathematical consistency of 3D extensions to the coupled
model. The developments are necessary to ensure that a wide variety of welding configurations can be

studied. To facilitate the execution of the principal objective, it is arranged into the following goals:

1) an identification of both the dominant physical terms at the arc-pool interface and the thermal models

best adapted to capturing the range of thermal phenomena in the TIG system.

2) Identification, development (when needed) and implementation of numerical methods best adapted

to resolving the fully coupled thermo-hydraulic system is necessary.

3) To better comprehend the behaviour of the fully coupled model, the physical and numerical sensitiv-

ities of the model are to be identified and analysed. This is important if the dominant phenomena
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in 3D configurations are to be understood.

4) The verification of the the fully coupled 3D model is necessary for the model to be used in a reliable

manner.

5) A 3D welding configuration with displacement effects is to be constructed, simulated and compared

to an experimental case.

Thus, to tackle the principal objective of this thesis I begin by presenting the model coupling methodologies

that are used in this work.

1.3 Coupling the arc-plasma and pool: a scaling argument

Coupling the arc-plasma and the weld pool at their interface extends the applicability of the global model
to more general welding configurations, where the arc-pool system can strongly interact. However, because
the arc-plasma and the weld pool models are driven by different phenomena, the numerical implementation
of the coupling requires attention. Furthermore, implementing the coupling of the arc and pool subdomains
numerically should be compatible with the dominant thermo-hydraulics of the two subdomains®. In this
thesis, compatibility is defined by the stability of the numerical algorithms and their physical coherence
(i.e the algorithm should respect the conservation laws). To this end, identifying and analysing both the
dominant dynamics at the interface and the adapted thermal models between the arc and pool subdomains
is paramount. Thus, in looking to couple the two models, scaling arguments are requisite, and the scaling
methodology follows that described by Ruzicka [70]. Before presenting the scaling arguments, the govern-
ing arc-pool momentum and energy conservation equations at the fluid interface are invoked. The reader

is referred to sections 2.4 and 2.5 for a detailed presentation and discussion of the conservation laws.

I begin by introducing the scaling arguments concerned with the tangential force balance at the arc-pool
interface:
Tangential interface dynamics: (Tpoor)* = SAP(Tare)* + MPS(V,T)* (1.1)

* superscript represents non-dimensionality, 7 the tangential viscous stresses at the arc-pool

where the
interface, SAP the shear arc-pool and M PS the Marangoni pool shear numbers, respectively. The normal

force balance at the interface are:

Normal interface dynamics:
(1.2)

(v : ’I’L)* = I/Vepool(P)pooﬂ>|< - Wearc(Parc)* - BO<A,0>* + C’apool(o—pool)* - Caarc(garc)*

where n, We, P, Bo, Ap, Ca et o represent the interface normal vector, Weber number, fluid pressure,
Bond number, difference in density, Capillary number and the normal viscous stresses, respectively. The
non-dimensional numbers, as they apply at a typical arc-pool interface, are described and expressed in

table 1.1. Furthermore, figure 1.2 schematises the interaction of the arc and pool at their interface for

2The coupling of the mesoscopic electrodynamic models of the two subdomains is straightforward and thus is not considered
in the analysis.
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Dimensionless number | Symbol | Force Ratio Equation
U L
Shear arc-pool SAP Arc to M
pool shear (Up'up/Lp)
. Marangoni to dy AT
Marangoni pool shear | M PS pool shear | 7% Toriy)
Arc dynamic pressure P,
Arc Weber Weare to surface tension (’Y/Lp)
Pool dynamic pressure P, D
Pool Weber Wepool to surface tension (v/Lyp)
Bond Bo Gravity to (Pp - Pa)ng
surface tension ~y / H,
. Arc viscous stress Ua,uaLp
Arc Capillary Cdare to surface tension Loy
. Pool viscous stress Upﬂp
Pool Capillary C ooy to surface tension ol

Table 1.1: Description and equations of non-dimensional numbers at arc-pool interface.

an arbitrary TIG spot configuration, which helps simplify the following scaling arguments®. The main
stagnation zones represented in the figure as a, b and ¢ refer to zones of stagnating arc or pool flow where
the stagnation pressure of the fluid rises as a consequence. Indeed, because the arc-pool system is a two
fluid structure with dynamics along different spatial scales, the three presented stagnation zones manifest
stagnation pressures of different magnitude. In fact, stagnation zone a is dictated by the arc flow, while
zone b is dictated by the fast moving interface velocites and zone ¢ by the slower resurfacing flow in the
pool. Moreover, according to elementary fluid dynamics theory, the stagnation pressure can be scaled to
P ~ pU? [1], which translates to the dependence of the Weber number onto the square of the characteristic
velocity of the zone of interest We = pU?/(vL). Centering the scaling arguments in the vicinity of the
stagnation zones, the following characteristic scales and quantities are chosen as they manifest for a typical
welding configuration [13, 60, 54, 56]:

U, = 5 X 210_1 zone b A
10™¢ zone c
U, =100 m-s! pp = 1077 Pa-s
L=
L,=10"2 m
=10"* Pa-
Arc 'Za 103 as Pool H, =103 m
a — m
o =10-1 kg - m-? AT = 500 K
pp = 7000 kg -m™3
=101 N-m™' K
v = N-m™!

where the pool characteristic velocity U, has two dominant scales that interact with the arc-pool interface

at the stagnation zones b and c¢. These stagnation zones significantly impact the pool Weber number, due

3The scaling arguments although argued for a TIG spot configuration, are expected to apply for non-stationary configu-
rations.
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Cathode

\

Weld pool

~1072m

Figure 1.2: TIG spot configuration representing the dynamic fluid interface.

to its U? dependence. The characteristic stagnation zone pressures are estimated to be: zone (a) P, = 103
Pa, P, = 1.75 x 10 Pa, P. = 0.7 Pa. Thus, using the given arc and pool characteristic scales and quantities
in the summarised equations of table 1.1, the dimensionless force ratios are calculated and presented in

table 1.2. Interpreting the dimensionless numbers, both the arc shear and the Marangoni force must be

SAP | MPS | Wegre Wepool Bo Cagre | Capool
102 500 a—=5|b—=9|c—35x10"*|10°t| 107t | 10°*

Characteristic
Value

Table 1.2: Magnitudes of characteristic non-dimensional numbers at arc-pool interface. Zones a,b and ¢
refer to figure 1.2

taken into account when coupling the arc and pool momentum models because the characteristic SAP
and M PS numbers are of similarly significant magnitudes. As for the dynamics along the normal of the
arc-pool interface, the arc and pool pressure need to be similarly considered. The Weber number of the
arc being relatively significant at stagnation zone a w.r.t the pool Weber number at zone ¢ implies that
the arc dominates the deformation of the interface downstream the arc axis. Furthermore, the relatively
significant pool Weber number at zone b indicates that the pool pressure dominates any potential humping

of the interface. The Bond and arc Capillary number being relatively equivalent in their contribution
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to interface deformation, implies the importance of incorporating both the gravity and arc viscous stress
forces. Lastly, regardless of the miniscule magnitude of the pool Capillary number, the viscous contribution

of the pool is included into the coupling effort of the arc-pool models so as to respect viscous flow theory [1].

Next, a simple dimensionless thermal model is presented where only the ratio of internal energy con-

tributions is discussed, and is expressed as:

ar ., 1df 1
(&) " Sredat = Pe
where Ste = ¢, AT /Ly is the Stefan number, f the phase fraction and Pe the Peclet number. The Peclet

number is significant in both the arc and pool models as was shown in Brochard’s work [13], which justifies

(V2T)* (1.3)

the incorporation of heat transport effects in both subdomains. Moreover, the Stefan number is the ratio
of sensible heat ¢, AT to the latent heat of fusion Ly, and is only valid if the phase fraction, f # cnst
is not a constant. The phase fraction represents the percentage of one phase over the other in a phase
change problem (see equation (2.26) in chapter 2). Thus, in looking to couple the thermal model of the
arc-plasma to that of the weld pool, the characteristic Stefan number of both subdomains is calculated

using characteristic weld pool specific and latent heat values (see appendix A).

AT 600 x 500
T Ly T 25x105 7

Arc{ f =1 implies Ste is undefined POOl{ 0<f<1 — Ste

The Stefan number being undefined in the arc means that the implemented arc thermal model is not
required to be adapted for phase change effects. Choosing not to model metal evaporation effects in
the arc-plasma means that the temperature based model of Brochard, which is adapted to capturing the
electro-thermal effects [13], should be used. However, with Ste ~ 1 in the weld pool, the sensible and latent
heat contributions are of the same order, which requires that the implemented thermal model be adapted
to capturing phase change effects. To ensure that both the sensible and latent heat effects are captured

implicitly by the pool thermal model, an enthalpy based thermal model is used [60, 89, 59].

Having identified the dominant dynamic forces at the arc-pool interface and the type of thermal mod-
els necessary to capture both electro-thermal and phase change effects, the identification of the adapted
numerical coupling techniques is necessary. The coupling algorithms implemented in this thesis are argued

for in the following;:

Mass and momentum coupling algorithm:

Recalling that the absolute magnitudes of the SAP and M PS numbers are significant as opposed to the
weaker absolute magnitudes of the Weber, Bond and Capillary numbers, I base the structure of the cou-
pling algorithm on the physical characteristics of the interface. Thus, the algorithm should ensure that
a convergent and conservative communication of the interfacial forces is respected while allowing for a
mass conserving deformation at the interface. To this end, numerically coupling the mass and momentum
equations between the two subdomains is tested using two methods, a partitioned Dirichlet-Neumann and

a quasi-monolithic algorithm. The partitioned Dirichlet-Neumann algorithm transmits, at every iteration
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of a fixed mesh, the arc pressure and shear forces to the pool as Neumann boundary conditions, and
the pool surface velocities to the arc as Dirichlet boundary conditions. This procedure is iterated until
force/velocity convergence at the fixed interface is achieved. As for the quasi-monolithic algorithm, it
ensures a conservative communication of the fixed interface forces without requiring internal iterations.
The algorithm uses the Lagrange Multiplier method [64] to ensure the conservation of forces at the fixed
interface. After either algorithm is executed on a fixed mesh, the normal interfacial forces and a mass
conservation constraint are used to calculate the deformation at the interface. Once the interface defor-
mation field is calculated, a mesh deformation algorithm based on Huang’s work [34] is used. The mesh
deformation method conserves mass and allows for the capture of the weak deformation of the arc-pool
interface. This approach avoids the use of interface tracking methods which in this thesis are considered
excessive. For example, the volume of fluid, phase field and level set methods are computationally costly
and can introduce issues with surface tension and mass conservation [14]. The use of interface tracking
methods are thus reserved for problems where violent interface deformation phenomena (for We >> 1
and Ca >> 1) such as interface detachement /reattachement and when drop formation phenomena occur

[14, 77]. The mass and momentum coupling algorithms are thus developed in section 3.6.

Conjugate heat transfer coupling algorithm:

Recalling that the Stefan number is undefined in the arc-plasma but is Ste ~ 1 in the weld pool, I base the
structure of the coupling algorithm on the thermal characteristics of the two subdomains. In order to both
respect energy conservation and be compatible with conjugate heat transfer and phase change effects in the
arc-pool system, a mixed variable monolithic algorithm is proposed and implemented. The mixed variable
algorithm couples the temperature based heat transfer model of the arc-plasma [13] to the enthalpy based
heat transfer model of the weld pool [60]. This allows the algorithm to simultaneously capture both the
electro-thermal and heat transport phenomena of the arc, and the phase change phenomena present in the
weld pool. The algorithm uses the Lagrange multiplier method [64] to communicate the heat flux across
the arc-pool interface, by weakly imposing the temperature continuity using the temperature field of the
arc and the enthalpy field of the pool. The monolithic mixed variable algorithm strongly conserves energy
while also satisfying temperature continuity across the interface within a couple of global iterations. These

methods are developed in section 3.5.

Having presented the choice of the coupling algorithms that are compatible with the dominant dynamics
and thermal phenomena between the arc and pool subdomains, I briefly note the range of applicability
of the coupled model. The studied unified model in this work is stationary in that the global algorithm
searches for steady state solutions directly without integrating in time. This choice is taken because it is
imperative that the coupling algorithms are first developed to respect the dominant conservation laws of
the physical problem and converge numerically [88, 63, 16, 25]. Thus, I focus on ensuring a robust coupling
of the arc-pool system and reserve the implementation of a time integrator for a future work. Furthermore,

the incorporation of filler metal into the arc-pool system is also reserved for a future work.

Thus, to continue tackling the principal objective of this thesis I briefly motivate the sensitivity studies

and the model extension to 3D that is performed in this work.
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1.4 An extension to 3D configurations

Once a robust and conservative coupling algorithm that includes the dominant phenomena in the TIG
welding system is implemented, the model can be generalised and extended to 3D configurations. However,
before extending the model to 3D, identifying and understanding the sensitivity of the unified model
to the choice of the coupling algorithm and to certain geometric and physical parameters is necessary.
This is important if the physical and numerical implications of the proposed model are to be understood
before setting up complex 3D configurations. To this end, five sensitivity studies are performed on 2D
axisymmetric configurations. Setting up the studies on axisymmetric configurations allows for good trade-
off between acceptable physical representativity and affordable computational costs. The sensitivity studies

performed are listed and described in the following:

1) The sensitivity of the arc-plasma to the cathode geometry is studied. The cathode geometry is
identified as an often overlooked essential parameter in the numerical simulation of TIG welding.
However, it is essential because the electron emission zone at a cathode can be the most influential
boundary condition as it is the source of momentum for the arc [33, 21]. A TIG arc is thus sensitive
to the variations in cathode shape [18]. The sensitivity of these arcs to cathode truncation angle
has been studied both experimentally and numerically by multiple authors [30, 32, 71, 53, 62, 54].
Moreover, disagreement between numerical and experimental results (see Lago, Goodarzi, Tsai, Sadek
[51, 30, 86, 71]) motivate a more careful analysis of the effect of cathode geometry onto TIG arcs. For
example, Tsai [86] shows, experimentally, that convective heat transfer to the work piece increases as
cathode truncation angle decreases, and that is not evident in the numerical results of Goodarzi [30].
Furthermore, not many numerical investigations into the effect of cathode tip size and shape, which
can have strong effects on the arc [71], have been performed, as authors generally choose arbitrary
pointed and chamfered tip shapes (see [30, 9]); thus motivating this work. This study is presented in
chapter 4.

2) The sensitivity of the model to the two implemented mass and momentum coupling algorithms is
studied. The Dirichlet-Neumann and the quasi-monolithic algorithms are tested for three different
TIG spot configurations, where the convergence rate, solution sensitivity and total iteration count
are compared and analysed. This algorithm sensitivity study helps identify the algorithm that is
better adapted to resolving the unified TIG model. This serves to ensure that the chosen algorithm
is robust and relatively computationally efficient, which will facilitate computational efforts for 3D

configurations. This study is presented in section 5.6.1.

3) The sensitivity of the weld pool to the inlet electric current is studied. Although the influence of
inlet electric current onto weld pools is experimentally understood and quantified (see Mills et al.
[54] for an extensive review), the sensitivity of the driving forces that dictate the pool dynamics is
not well established [13, 54]. In general it is known that the increase of inlet electric current increases
both the available heat and flow speeds in the arc which increases pool width and depth [54, 86, 18].
However, the sensitivity of the interfacial forces has not been thoroughly discussed in the literature
and this has lead to certain authors omitting either the interfacial shear or normal force contributions
[60, 46, 13, 47]. In fact, the similar magnitudes of the SAP and MPS (see section 1.3) numbers
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at a typical arc-pool interface indicate the competing roles the shear and Marangoni forces have in
driving the dynamics of the weld pool. Furthermore, the use of augmented liquid steel viscosity
values by some authors [13, 60, 84, 44] dampens the influence of the inlet electric current onto the
pool geometry. Thus, a discussion of the sensitivity of the leading driving forces, dependent on inlet
current, in the pool offers insight that allows for clearer interpretations of the dynamics of more

complex welding configurations. This study is presented in subsection 5.6.2.1.

The sensitivity of the pool system to the chosen interface hypothesis: deformable or fixed/non-
deformable, is studied. In fact, the low magnitudes of the Weber numbers at the arc-pool interface
(see section 1.3) have been used to justify the use of fixed interfaces in the welding models [13, 41].
However, the work on weld pool dynamics in Nguyen’s and Traidia’s PhDs shows the significant
influence the pool surface has onto the pool geometry [60, 84]. Thus, a discussion of the sensitivity of
the pool geometry to the interface hypothesis offers insight onto and allows for clearer interpretations

of the dynamics that influence pool penetration. This study is presented in subsection 5.6.2.

The sensitivity of the arc-pool system to different pool viscosities is studied. Experimentally, the
viscosity of liquid 316L steel is consistently reported by multiple authors [10, 43, 57, 41]; however,
much of the literature on numerical simulations of weld pool dynamics uses inconsistent values (see
[13, 60, 46, 84, 91, 44]). In fact, the differences in the experimentally reported and numerically
implemented pool viscosity values are 10-fold in some instances. Thus, it is paramount that the
influence of pool viscosity onto pool geometry and arc-pool dynamics be studied and analysed. This

study is presented in subsection 5.6.2.3.

Once the sensitivities in the unified TIG model are analysed and understood, the extension of the model

to 3D configurations can be performed. To extend the unified model in a coherent manner the mathematical

consistency and physical validity of the model must be argued for. To this end, the verification and

validation of the extended 3D model is performed. The developments of the 3D model are listed and

described in the following:

1)

The verification study consists of comparing the simulation results of a 2D axisymmetric TIG spot
configuration to that of its 3D Cartesian analogue. This serves to verify the mathematical model
and serves to indicate whether any mathematical inconsistencies have been programmed into the
extended model. First, the rotational symmetry of the fields calculated for the 3D spot configuration
is verified. The verification of the rotational invariance of the fields is necessary so as to be able to
use the 2D axisymmetric case as a reference, and to compare the comparable. Next, the rotationally
invariant 3D fields are compared to the 2D axisymmetric reference simulation and the the spatial

convergence of the 3D fields is briefly discussed. This study is presented in section 6.1.

Lastly, the verified 3D model is compared to an experimental case for preliminary validation. The
study includes weld displacement effects and is compared to an experimental configuration taken from
Koudadje’s work [47]. Effectively, the displacement effects are modelled by assigning to the workpiece
a displacement velocity w.r.t the laboratory observer, while the cathode is held fixed. The simulation

results of the fully coupled 3D cathode-arc-workpiece weld displacement model are then discussed and



analysed. Furthermore, the calculated weld pool is compared to experimental macrographic images

in terms of geometry and size. This study is presented in section 6.2.

Thus, with insight about the sensitivities of the unified model to multiple physical and numerical parameters
and with a verified and generally valid 3D model, the model can be used to study different 3D welding

configurations.



Chapter 2

A mathematical model of the process
physics

By model, I mean a structuring of the situation (actual or hypothetical) so that a theory can be applied.

Michael. A. Day,
The No-Slip Condition of Fluid Dynamics
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2.1 Introduction

In this chapter the mathematical models used to enforce the dominant electrodynamic laws, mass, momen-
tum and energy conservation laws in the TIG cathode-arc-workpiece system are presented. The chosen
arc and workpiece models are compatible with both conjugate heat transfer and phase change phenom-
ena, while also allowing for the capture of the deformable interface phenomenon between the arc and the
weld pool. Furthermore, the thermo-hydraulic equations at the arc-pool interface are formally derived,
bringing into context the importance of non-negligible advective terms that could govern the interface
thermo-hydraulics in some cases.

The chapter begins with a description of the relevant geometric domains in section 2.2, following
with a presentation of the mesoscopic electrodynamic model in 2.3, the modelled momentum and mass

conservation laws in section 2.4 and the modelled energy conservation laws in section 2.5.

2.2 Geometric preliminaries

The geometric construction of the TIG system, as discussed below, is schematised in the figure 2.1. To
facilitate the mathematical discussion performed in this chapter, key geometric elements are presented.

Representing the global TIG welding system Q7;s mathematically:
QT[G = Qcat U Qpla U Qano

where Q., is the cathode subdomain, €2,, the arc plasma subdomain and €,,, the anode/workpiece
subdomain. The subdomain intersections, being important for the assignment of interfacial conditions, are
identified as:

Fepr = Qcat N Qpla
1—‘API = Qpla N Qano

where the subdomains of intersection, I'cpr and I' g pr, are aptly named the cathode-plasma interface (CPI)
and the anode-plasma interface (API), respectively. The T'cp; is a rigid, undeformable subdomain that
consists of an intersection between a solid and a fluid; while the I" 4 py, consists of both a rigid, undeformable
zone as well as a deformable zone!. The I' 4 p; connects the intersection of the arc-plasma to both the solid
and the liquid weld pool sections of the workpiece. Furthermore, the boundary of the global TIG welding

system Q7;c can be defined, and is mathematically represented as:

8QTIG = 8Qcat U 8Qpla U 8Qano

but for which:
6Qano N anool = @

where the weld pools studied in this thesis are not deep enough to perforate the anode nor large enough

to intersect with its lateral boundaries.

'The fluid interface is deformable if the deformable interface hypothesis is chosen. This is further detailed in the following
sections.
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Q116 = 0Qcar U anla U 0Qano

t Cathode !
\ Q V4
\ cat / Arc-plasma
Cathode-plasma Interface \ Q
/ pla
FCPI \ /
\ y
\ 4
--------------- N /
\ /

Anode-plasma Interface

Anode/workpiece

Qano

Figure 2.1: Schematic of the geometry of the TIG system.

2.3 Electrodynamic equations

The TIG welding system is made up of a closed electric circuit made up of a cathode, a resistor and an
anode. The cathode is the source of both the electric current and electric potential, while the resistor
transforms input electric power into high quality heat? and simultaneously transports the heat to the
anode. The resistor in the TIG circuit is the arc-plasma, while the anode is the workpiece. In fact, it is
because the electric circuit both generates and transports heat to the workpiece that the electrodynamic
phenomena of the TIG system are the main drivers of the welding process. While the arc-plasma and
more specifically its interaction with the electrode boundaries are fundamentally governed by complex
multi-specie electrodynamics [52, 2, 28] the main driving phenomena can be captured by modelling the
major mesoscopic phenomena [82, 80, 13, 28, 51]. The mesoscopic electrodynamic phenomena respects both
the local thermodynamic equilibrium (LTE) hypothesis and the continuum model for the modelled solids,
fluids and their interfaces [13]. However, because the arc-plasma at the electrode boundaries significantly
deviates from LTE as a result of its cooler boundary temperatures, modified electrical conductivities are
required for those regions. To account for the non-LTE electrical conductivity in the electrode boundary
regions the LTE diffusion approzimation method from Lowke et al. is used [52]. This method assigns,
in the cathode region, a modified conductivity taken at the value of the arc-plasma at a dl.; = 0.1 mm
Fuclidean distance from the CPI; while in the anode region, the modified conductivity value is assigned
to the value at a dlgn, = 0.4 mm Euclidean distance from the API (see section 3.3.1 for details). The
mesoscopic electrodynamic phenomena are thus modelled by an electrostatic and magnetostatic approach
adapted from Brochard’s work [13].

2This refers to heat concentrated at high temperatures which is advantageous for welding because the temperatures rise
significantly above the melting point of the workpiece.
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2.3.1 Electrostatic model

The equation used to resolve the electrostatic model for the electric potential ¢ across the entire domain
is as follows:
—V.0"'V¢p =0 (2.1)

where the electrical conductivity ¢* is represented by the following piece-wise function:

U*cat(T) r e Qeat
o™ (T) = o*pia(T) re Qg
U*ano(T) rc Qano

where the electrical conductivities functions of both temperature and material type are given in appendix

A.

2.3.2 Magnetostatic model

The equations used to solve the magnetostatic model for the magnetic field B across the entire domain are

as follows:
VANB = puyj (2.2)
V-B = 0 (2.3)
for j = —0'Vo¢ (2.4)

where g = 47 x 1077 N-A~2 is the magnetic permeability in vacuum, assumed constant in the entire
system. The set of magnetic equations (2.2) and (2.3) are defined as Ampere’s law and Gauss’s law,

respectively [37].

2.3.3 Electromagnetic sources

Both the heat generation and its transport to the anode in the TIG system are modelled by electromagnetic
phenomena. The transformation of electrical power to heat in the TIG system is largely dominated by the
Joule effect [80] and is modelled as:

Sjoule =0 V- Vo (2.5)

where the phenomenon is present in all three subdomains, but is strongest in the arc-plasma. According
to multiple authors [13, 82, 51, 28], the transport of this heat from the hot arc-plasma to the colder
anode is driven by the dominant source of arc momentum, the Lorentz force. Furthermore, this force also
contributes as a source of momentum in the weld pool, although to a much lesser extent [60]. The Lorentz

force, fror, is modelled as:
fio=JANB=—-0"V¢o\B (2.6)

and couples to the momentum equations in the arc-plasma and weld pool; as will be presented in the

following sections.
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2.3.4 Boundary and interface conditions

With the electrostatic and magnetostatic equations defined as three partial differential equations, the
definition of appropriate closure relations defined at the dim(§2) — 1 subdomains is necessary. Indeed, if
Q) € R? then the closure relations would apply on all (99, T') € R!; and similarly, if Q € R? then the closure
relations would apply on all (9Q,T) € R2. Furthermore, because the electrodynamic model is chosen to
obey the mesoscopic LTE hypothesis and because the magnetic permeability coefficient is constant in the
entire domain, continuity for both the electric potential and magnetic field is maintained at the CPI and

API. The generalised boundary and interface conditions for equations (2.1), (2.2) and (2.3) are presented.

2.3.4.1 Boundary conditions

The electrostatic boundary conditions are governed by an imposed inlet current at the cathode and an
electric ground at the anode. The lateral boundaries, being both cold and far from the electric current
source are considered as electrically insulated where current cannot pass through. The insulation condition

also applies for axes or planes of symmetry, if they are defined. This is mathematically expressed as:

8925 Iim
Inlet: —0— = fimp = P . n (2.7)
onlyq,, P10l
Ground: o) =0 (2.8)
8Qground
9¢
Insulated or symmetry: —0— n=0 (2.9)
an 8Qinsu

where jimp and [y, are the imposed current density and the imposed current, respectively. As for the
magnetic boundary conditions, Ampere’s law from equation (2.2) requires only a parametrisation of the
spatial dimension because it is fundamentally a circulation, and is dependent only on the electric current
inside the domain of interest. As for Gauss’s law from equation (2.3), it requires at least one boundary
condition to fix the magnetic field [37, 38]. Furthermore, for symmetry axes and planes, the tangential field
to the plane is null. The TIG circuit is assumed isolated and sufficiently far from any external magnetic
field, thus:

Fixed: B =0 (2.10)

anized

Symmetry: B-t =0 (2.11)

8stm

where t is the total tangential vector and manifests in 3D as t = t; 4+ to. Furthermore, the magnetic
symmetry condition in equation (2.11) is chosen to be perpendicular to the electric current symmetry

condition in equation (2.9).



22 CHAPTER 2. A MATHEMATICAL MODEL OF THE PROCESS PHYSICS

2.3.4.2 Interface conditions

The simplified electrodynamic model makes for continuous electric potential and magnetic fields across
both the CPI and the API. This is mathematically expressed for the electric potential as:

at the CPL: O = gf)ppla (2.12)
at the API: (bppla = Or,.. (2.13)

while for the magnetic field this is expressed as:

at the CPI: Brcat = BF
at the API: Br, = Br,, (2.15)

pla

2.4 Momentum and mass conservation laws

The TIG welding system is generally made up of two fluid subdomains, identified as the arc plasma and
the liquid weld pool. The arc is the subdomain that transports energy from the cathode to the workpiece,
while the weld pool redistributes its absorbed heat in the target weld zone. If both the heat transport
phenomenon of the arc and the redistribution effect? of the pool are to be captured by the implemented
model, the flow dynamics of both subdomains are to be necessarily treated. To be able to predict the
flow dynamics of the system, both the conservation of mass and momentum are necessary. Therefore,
the equations chosen to model the fluid conservation laws are based on the dilatational fluid model of
Brochard [13] for the arc-plasma and the incompressible fluid model of Nguyen [60] for the weld pool.
Like the dilatational model from Brochard [13], the arc-plasma is not considered to dilate like an ideal
gas, rather it dilates according to the experimentally determined density-temperature relation reported by
Boulos [12]. The main hypotheses taken in modelling the two subdomains are discussed in the following

subsections.

2.4.1 Dilatational arc-plasma fluid model

The arc-plasma is modelled as a fluid under the following hypotheses, which are argued for in detail in
Brochard [13] and considered valid for the entirety of this thesis:

Newtonian fluid: The arc-plasma has isotropic thermophysical properties, independent of the strain

rate.

Dilatational fluid: The arc-plasma is considered to behave like a dilatational fluid in that the depen-
dence of the fluid density onto its temperature cannot be neglected. This assumption is argued for
because the argon gas that transforms into the arc-plasma downstream the cathode has temperature
values that can range from room temperature? to the tens of thousands of Kelvin in the arc core.
This hypothesis requires that both the density of the arc-plasma and its dynamic viscosity be strongly

dependent onto temperature. Furthermore, it is assumed that any variations in the dynamic pressure

$Which ultimately shapes the weld itself.
4Sufficiently far from the arc core.
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of the fluid are asymptotically small when compared to the thermodynamic pressure of the fluid.
This decouples the dependence of the fluid density onto the fluid pressure. This hypothesis is argued

for because the arc-plasma in TIG welding applications flows at low Mach numbers.

Laminar flow: For typical TIG welding configurations, the flow of the arc-plasma is assumed to
remain laminar. This hypothesis is considered because the flow of the arc-plasma is at Reynolds

numbers that do not exceed Re < 10°.

Resistive magnetic fluid: The arc-plasma is assumed to be magnetically resistive in that the magnetic
field is decoupled from the fluid flow and no magnetic advection occurs. This hypothesis is considered

due to the low magnetic Reynolds number of the arc-plasma Re,, << 1.

Having discussed the main hypotheses taken in the fluid model of the arc-plasma, the modelled mass and

momentum conservation laws are presented in the following.

Conservation of mass:

Before presenting the equation modelling the conservation of mass, the following presentation relates the
dependence of the density of the arc-plasma to its temperature. The density of the arc-plasma is defined

as a thermodynamic state variable, and is dependent on the pressure and temperature [8], in:

% 4p+ 9 41 (2.16)

=™ " or

where P is the arc-plasma pressure. However, for a dilatational fluid that assumes a negligible dependence

of its density onto its pressure, equation (2.16) becomes:

it p=f(T) — g]’;zo ; dp

dp

= S2dT (2.17)

where both the density and temperature state variables are defined over the arc-plasma subdomain (p,T") €

4. This allows for the use of the following expansions:

or or or

T = —— - —VT-

d (%dﬂc—i- 8ydy+ 8zdz VT -dr
~ Op op op .,

dp = 6xd:1:+ 8ydy—l— 8de_Vp dr

where by combining the above expansions to equation (2.17), the following expression becomes valid:

dp dp Vp-dr dp 1
P —_— — ¢ —_— -1
or dT VT -dr - dr v vT (2.18)

where the derivative of density w.r.t temperature is defined across the entire {2,;, subdomain. To relate

equation (2.18) to the flow of the arc-plasma, the law of conservation of mass for fluids is introduced, in:
1

V-(pu)=pV-u+Vp-u=0 — V.-u=--Vp-u (2.19)
p

where u € €, is defined as the velocity field in the arc-plasma. Combining equations (2.18) and (2.19),
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the following equation is obtained:

1dp dIn(p)
Viu=———7VT -u=— vT - 2.20
Y=rar T v (2:20)
where the dl;}p ) is calculated from the density-temperature relation of argon at atmospheric pressure, as

reported by Boulos [12], and as plotted in appendix A. Interpreting equation (2.20), any thermal dilatation

of the fluid is balanced by an increase in the flow rate away from the zone of fluid expansion.

Conservation of momentum:

The equation used to model the conservation of momentum in the dilatational arc-plasma is as follows:
2
pu-Vu=-VP+V-pu (Vu + Viu — gv- uﬂ) + fror (2.21)

where I is the identity tensor, and p and p are the density and dynamic viscosity which are functions
of temperature and are detailed in appendix A for argon, respectively. The fi,. term is based on the
electromagnetic force modelled by equation (2.6). Interpreting equation (2.21), any acceleration of the

fluid in space is generated by the Lorentz force and dampened by the viscous stresses.

2.4.2 Incompressible weld pool fluid model

The weld pool is modelled as a fluid under the following hypotheses, which are used in Nguyen [60] and

considered valid for the entirety of this thesis:

Newtonian fluid: The weld pool has isotropic thermophysical properties, independent of strain rate.

Incompressible: The weld pool is assumed to be an incompressible liquid in that the dependence of its
density onto both temperature and pressure is neglected. This assumption is argued for because any
variations in the dynamic pressure and the temperature of the weld pool negligibly affect the density
of the liquid metal. However, the thermal expansion of the fluid responsible for the buoyancy effect
is assumed to behave according to the Boussinesq approximation. This means that a slight variation

in density is accounted for in the gravitational effect, which allows for the capture of buoyancy effects
[1].

Resistive magnetic fluid: The weld pool is assumed to be magnetically resistive in that the magnetic
field is decoupled from the fluid flow and no magnetic advection occurs. This hypothesis is considered

due to the low magnetic Reynolds number of the liquid metal Re,, << 1.

An additional hypothesis is posed here and concerns the flow regime of the weld pool, and is detailed in

the following:

Laminar flow: The weld pool is assumed to flow under a laminar regime and so a turbulence model
is not implemented. This approach is valid under the assumption that the resolution of the flow, for
the range of welding configurations considered in this thesis, is sufficiently fine. However, the claim

that the flow remains laminar can be challenged because the Reynolds numbers in the simulated weld
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pool can reach up to Re 2 103, which makes the flow regime difficult to define®. However, because a
deeper investigation of the true flow regimes of different weld pools is out of the scope of this thesis,

the laminar flow model is retained.

Having discussed the main hypotheses taken in the fluid model of the weld pool, the modelled mass and

momentum conservation laws are presented in the following.

Conservation of mass:

The equation used to model the conservation of mass in the weld pool is as described below:
V-v=0 (2.22)

where v € €, is defined as the velocity field in the weld pool. Interpreting equation (2.22), any variation

in the volumetric flow in one direction is to be compensated by flow along the other two spatial dimensions.

Conservation of momentum:

The equation used to model the conservation of momentum in the incompressible weld pool is as follows:
pu - (V’U) - _VP + V,U,* (V’U + Vtv) + fLor + fBou (223)

where p is the weld pool pressure, p is the pool density and is considered constant and p* is the strengthened
dynamic viscosity and is a function of temperature. Furthermore, the fy., is the Lorentz as defined by
equation (2.6), fpg,, the buoyancy force. The strengthened dynamic viscosity p* is used to strongly dampen

the pool flow in the mushy zone. The forces are modelled in the following:

FBou=—B pref 9(T — Tyey) (2.24)

where (3 is the thermal expansion coefficient, p,.y and T}y the reference density and temperature values.

As for p*, it is defined as the following:

pr = fr+ prdamp (1 — f1) (2.25)

1

where fi4qmp is a dampening viscosity, chosen at pggmp = 250 kg-m™ s~! in this work and f7, is the liquid

fraction, calculated by:

0 T<Ts
T—-1T,
= T, <T<T, 2.26
fL T'l_Ts s > >~ 1] ( )
1 T>1T.

where the strengthened dynamic viscosity force is adapted from Voller [89]. It serves to increase the
dynamic viscosity of the weld pool by assigning to the pool the viscosity of the liquid metal u* = p when
fr =1to u* = A when fr, = 0. The material properties are given in appendix A as they are reported for
316L steel by Pichler and an IAEAS report [65, 10].

5As shown in chapter 4.
SInternational Atomic Energy Agency
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2.4.3 Boundary and interface conditions

With the mass and momentum conservation laws modelled as four partial differential equations, the def-
inition of appropriate closure relations defined at the dim(2) — 1 subdomains is necessary. Furthermore,
because equations (2.20), (2.21), (2.22) and (2.23) determine both the kinematics and dynamics of the fluid
subdomains, both kinematic and dynamic closure relations can be applied. The generalised kinematic and
dynamic conditions on the arc-plasma and weld pool boundaries 92 are presented first, following with the

conditions at the shared fluid interface I' between the arc-plasma and weld pool subdomains.

2.4.3.1 Boundary conditions for the arc-plasma subdomain

The arc-plasma subdomain €, is bounded by an inlet flow kinematic condition at the nozzle, no-slip
kinematic conditions at the rigid walls, zero stress dynamic boundary conditions at free boundaries and
symmetry conditions” if symmetry axes or planes are defined. The generalised mass and momentum

boundary conditions of the arc-plasma are defined as follows:

Inlet: u _ Vi n (2.27)
00 I€nll
Rigid wall: u = Uypan (2.28)
8Qwall
Free boundary: (n-o-n)sq,,,., =0 (2.29)
n-u =0
Symmetry boundary: aym (2.30)
(n-o-t)oq,,, =0

where Vj,, is the inlet volume flow rate at the nozzle entry, n the normal vector, U,,; the velocity of
the rigid wall w.r.t to the laboratory frame of reference, o the stress tensor and ¢t = t; + t9 is the total
tangential vector. The stress tensor is defined as o0 = —P I+ (Vu + Viu — %V- uE).

2.4.3.2 Boundary conditions for the weld pool subdomain

The weld pool subdomain §2,,,,; is bounded by the solid boundary of the pool and a symmetry condition
if symmetry axes or planes are defined. The generalised mass and momentum boundary conditions of the

weld pool are defined as follows:

Solid boundary: v = Uypan (2.31)
8onol
n-v =0
Symmetry boundary: aym (2.32)
(n o t)agsym =0

"Generally consists of a mix of kinematic and dynamic boundary conditions.
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Indeed, U,y is defined as the velocity of the rigid wall w.r.t the laboratory frame of reference; however,
it is also used when modelling the displacement effects in a 3D welding configuration. Chapter 6 discusses
the application in detail, where the displacement of the workpiece w.r.t the laboratory frame of reference
(which is fixed on the cathode) allows for the capture of displacement effects for the steady state model
used in this thesis. This modelling choice assigns the workpiece displacement velocity Vs, to the wall
boundaries that are in motion w.r.t the laboratory frame of reference Uy = Vgispi, and assigns a null

velocity to the wall boundaries fixed at the laboratory frame of reference Uyqy = 0 m-s™ 1.

2.4.3.3 Closure conditions at the arc-pool interface

Although both the interface I' and boundary 92 subdomains are defined at dim 2 — 1 dimension, they re-
quire different closure conditions. Unlike boundary conditions, interface conditions require kinematic and
dynamic relations that allow for a transmission of the mechanical quantities between the two subdomains
or material phases. Applied to the model used in this thesis, the interface requires conditions that conserve
mass when deformed by the superposed forces applied across it. However, the conservation laws, in their
present form need reformulation when analysing interfaces. Indeed, equations (2.20), (2.21), (2.22) and
(2.23) are defined for an arbitrary element df2 and thus requires mapping to an arbitrary interface element
dl'. The mapping is performed using the Gaussian pillbox method®. Note that in the following analyses,
the Vg operator is the surface gradient operator. A formal derivation of the interface kinematics and
dynamics is necessary because they manifest as the dominant driving mechanisms in the pool [60, 54, 84].

Thus, at the fluid interface the conservation laws reduce to:

Kinematic conditions:

Starting from the general equation for mass conservation as stated in equation (2.19), it is integrated over
an arbitrary Gaussian pillbox (visualised in 2D in figure 2.2) subdomain 2 that exists inside both the arc

and pool subdomains €24, 2,001

e \ttare

do
\ e
— i ;
51 [

dfl

Pool g4r Inpool k500t

Figure 2.2: Gaussian pillbox over the arc and pool.

/u~Vde+/(V'u)de:O divergence, 7{ (pu) -n doQ =0 (2.33)
Q Q [2/9]

theorem

8The Gaussian pillbox is a type of Gaussian surface that facilitates the visualisation of Gauss’s theorem.
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after applying the divergence theorem to the conservation of mass equation and after setting the bounds

of the surface integral over the small pillbox shown in figure 2.2, equation (2.33) becomes:

ol
¢ () mdo2= [ (pwr — (pwrar) - mr di+ [ (pWare  Mare = (PW)poot  Tpoor) AT =0 (2:31)
oN 0 r

interested with the kinematics at the interface I', the thickness dl of the pillbox is assumed to be much
smaller than the height H of the system, with 6l << H. This transforms equation (2.34) into:

[((pll)r‘ - (PU)F+dF) : nf} -0l + /F((Pu)arc *Nare — (pu)pool ’ npool) dl' =0 (2'35)

and reducing the thickness of the pillbox to zero, equation (2.35) becomes:

61l1310 { {((PU)F—(PU)FMF)'TLF} '5l+/r((pu)arc'narc_(pu)pool'npool) dr} =0= /F((pu)arc_(pu)pool)'n dr
(2.36)

reverting to the original notation and for an arbitrarily sized interface dI', equation (2.36) reduces to:

((Pu)arc - (Pu)pool) n = (parcu — Ppool”)l“ n=20 (2-37)

where the n is the normal vector at the interface I'. The generalised mass conservation from equation (2.20)
reduces to equation (2.37), and is aptly named the normal kinematic interface condition. Relating two
unknown variables along an unknown direction, the condition requires a supplementary closure relation,
which is derived from the level set equation [1] at the interface (the level set is visualised in figure 2.3), as

shown in the following:

Figure 2.3: Level set at the arc-pool interface.

F=z—hy(z,y)=0 (2.38)

where F' is the level set, h.(z,y) the height of the deformed interface w.r.t the initial configuration I'y (see
figure 2.3). Furthermore, because the level set is null, its material derivative is also null, as described in

the following:

dF dz dh, dz  dh,

P A A (2.39)
transforming the material derivatives to their Eulerian descriptions:
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& _,
dt bstituti OF oh

substituting — —u-VF=(u-2)— =2 —u-Vh, =0 (2.40)
i oh, oh. oh. eq.(2.39) ot ot

at ot +(u-3) ox +(u-9) oy

where the newly introduced unknown variable h, is related to the normal at the interface n by:

VF
n=-—-— (2.41)
IVF|
so substituting equation (2.41) into (2.40), the resulting equation becomes:
OF 1
n=—————— 2.42
ot |[VE| ( )

where for an interface at its steady state equilibrium position %—’j = 0 which transforms equation (2.42)

into the impermeability condition:
u-n=>0 where u= (uorv) (2.43)

where the combination of equations (2.37) and (2.43) are the interface conditions for the normal velocity
components at the interface. This leaves the tangential velocity components requiring closure, and so
the no-slip hypothesis at fluid interfaces is introduced, which holds for most fluid systems modelled with

continuum theory, and is assumed to hold here [39]:
u-t=v-t (2.44)

where additional closure equations defining the unknown velocity components equations (2.37), (2.43) and

(2.44) to the different forces at the interface are necessary.

Dynamic conditions:

Starting from the general equation for momentum conservation which resembles? that of equation (2.21),
it is integrated over an arbitrary Gaussian pillbox (cf. figure 2.2) subdomain ) that exists inside both the

arc and pool subdomains €214, €001

/qu-VudQ:/QZdeQvL/QV-adQ—F/FZdeF (2.45)

volu. inte.

where the fq represents volume forces and f surface forces at the interface. The different identified forces

acting inside the pillbox control volume ) are the following:

Zfﬂ = .fg+fLor

volu.

Zfl‘ = f’y

inte.

9A term related to surface forces is added, because the control volume used in the integral formulation crosses the interface.
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where f, is the gravitational force and f, is the surface tension. To facilitate the analysis, each term in
equation (2.45) is discussed individually first before the simplification and reformulation of the dynamic

condition. First, the advection term is analysed for §l << H:

divergence

/pu-VudQ pu- (u-n) doQ) =
Q

/p (Pu (u- ’n))arc - (,Ou (u- n))pooz dl' + O(41)

theorem o0 (2 46)

where the O(dl) represents the integration terms of order §l. Next, the gravitational force term is refor-

mulated as a geopotential force where the divergence theorem is then applied to it for §l << H, in:

fg=prg=pVP where ® =gz + cnst

/Qp Vo do dvergence, /aQ(pCD) ‘OO = /F(pm ~ poot)®r - 1 dT + O(61) (2.47)

theorem

next, the Lorentz force term is analysed for §l << H:

/Q Fror dQ = [ /F fLordF] Bl (2.48)

next, the stress flow term is analysed for dl << H:

theorem

/ V.o do divergence, / P /(am — opout) -1 dT + O(81) (2.49)
Q o0 T

next, the surface tension force term is analysed along the interface I as it is derived using either a variational

or differential approach in [90, 85]:

Marangoni force sur face tension
= —
fy= Vs + (Vs n)n (2.50)

where v is the surface tension coefficient and is considered to only be a function of surface temperature
and sulphur content in weld pools [60, 84, 13]. The Marangoni force can be reformulated into its explicit
temperature dependent form by following the mathematical procedure done between equations (2.16) and
(2.18), transforming it into:
Oy
Vv = =—=V,T 2.51
S’Y aT S ( )

where v as a function of temperature and the concentration of sulphur cg in parts per million [ppm] is
described by Sahoo’s law [72]:

AH®
Y(T,cs) = ~vp—Ay(T —T¢) — RTTIn |1+ kicgexp ( - ) (2.52)
RT
AHY
0
P AHO AHexp | — csly
8—;(T7 cs) = —Ag—RIsIn |1+ kicgexp ( - T )1 _ ( RT ) (2.53)

(1om (- 5 )

where 7, is the surface tension of pure iron at its temperature of fusion Ty, A, = —g—%(T, 0), T the pool
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surface temperature, R the ideal gas constant, I'y the surface excess at saturation, ki a segregation entropy

constant, AH? the enthalpy of adsorption. The operations performed above, reassembled together become:

/F (pu “(a- n))am — (pu “(a- n))pOOl dl’ =

/F(pmc — Ppool)® - dl’ + /F(o'mC — Opool) - dl' + /F f.dl + 3+ O(dl)

/ fLordF
r

and once again, the thickness of the Gaussian pillbox is taken to zero by applying the limg;_.¢ to the above

equation and taking an arbitrarily sized interface dI', the pillbox momemtum equation (2.45) maps to the

following dynamic interface condition:

(pu “(u- n))arC - (pu “(u- n)) =

pool

0
(par‘c - ppaol)ghz -n+ (o'arc - Gpool) -n—+ G%VST + ('sz : n)n (254)

where both the normal and tangential dynamics are included. It is crucial to remark that the advection
terms at the left hand side of equation (2.54) invoke the kinematic interface relation from equation (2.37).
The advection terms in the dynamic interface condition are thus critical if there are sources or sinks in
the mass balance of the system; where in TIG welding the sources and sinks can be related to both phase
change and/or a dumping of filler material into the pool subdomain. However, since this thesis is limited
to studying a TIG system without evaporation effects nor a filler metal, phase change and filler dumping
cases are out of the scope of this work and their analysis is reserved for a future study. Thus, using the

impermeability condition in equation (2.43), this simplifies equation (2.54) to:

19}
0= (parc - ppool)ghz ‘n+ (Uarc - o'pool) -n—+ %VST + (’sz : n)n (255)

which will be used as the dynamic boundary condition in this thesis. Both the arc shear stress and the

Marangoni effect at the interface are dominant driving forces for the pool hydrodynamics [54].

2.4.4 Interface hypotheses

A Drief description of the two interface hypotheses treated in this thesis are presented. The fixed interface
hypothesis assumes that the API remains fixed while the deformable interface hypothesis assumes that the
API is free to deform.

Fixed interface:

The fixed interface hypothesis maintains the arc-pool interface at its initial configuration I'g by assuming
that the sum of normal reaction forces at dI'y is at equilibrium. The sum of forces at fixed interface element
is schematised in figure 2.4, where neither the surface tension force nor the gravity force act on dI'. This is
because h, = 0 which makes null the gh, and 7V - n terms. Thus for fixed interfaces, the normal arc and
pool stress forces are at equilibrium while the sum of the tangential arc and pool stress forces are equal to

the Marangoni force. Summarising the kinematics and dynamics at dI', the set of interface conditions to
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Arc
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Figure 2.4: Sum of forces at a fixed interface element.

be solved at the fixed arc-pool interface are:

kinematic impermeability condition: (u—v)-n=0 ; v-n=0
kinematic no-slip condition: (u—v)-t=0
0
dynamic condition: (Oarc — Opool) - 0+ a%VsT =0

Deformable interface:

The deformable interface hypothesis allows the arc-pool interface to attain a new equilibrium state different
from its initially flat position. This sum of the arc and pool reaction forces are balanced by both the
gravity and surface tension forces at dI'. However, similar to the a fixed interface the tangential arc and
pool reaction forces are balanced by the Marangoni force. The sum of all forces at a deformable interface

element dI' is schematised in figure 2.5. Summarising the kinematics and dynamics at dI', the set of

— i

Ej

Arc n Garc ™

Figure 2.5: Sum of forces at a deformable interface element.
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interface conditions to be solved at the deformable interface are:

kinematic impermeability condition: (u—v) n=0 ; v-n=0
kinematic no-slip condition: (u—v)-t=0
VF
evel se v-Z=w 2 n V] 2
0
dynamic condition: 0 = (parc — Ppool)Ghz - M+ (Tare — Opool) - T+ a—;VST + (Vs -n)n

2.5 Energy conservation law

The TIG welding system is made up of three bodies that transform electrical energy into heat and that
transfer the generated heat to the workpiece, which melts to form the liquid weld pool. The cathode,
arc-plasma and the workpiece subdomains are simultaneously subject to electro-thermal, heat transport
and phase change phenomena. Thus, to effectively capture the range of thermal effects in the TIG system,
the energy conservation law must be modelled in a manner compatible with both conjugate heat transfer
and phase change phenomena. To this end, energy conservation in both the cathode and arc-plasma are
modelled using the temperature variable as the primary unknown variable, while energy conservation in
the workpiece is modelled using the enthalpy variable. The mixed variable method is used because the
temperature based models allow for a simpler expression of the electro-thermal phenomena in the cathode
and arc-plasma, while the enthalpy based model is adapted for the capture of phase change effects in the
workpiece. The models are briefly presented in the following and are based on the theses of Brochard and
Nguyen [13, 60].

2.5.1 Temperature based heat transfer model

The cathode and arc-plasma interact electro-thermally to transmit and transform electrical energy into heat
energy useful for TIG welding. To capture these effects, temperature based models in both the cathode
and arc-plasma subdomains are set up. The cathode is modelled as a solid because for most TIG welding
time scales, the cathode remains rigid and does not undergo fusion [13, 54, 80, 17]. As for the arc-plasma,
it is hypothesised to maintain LTE even though its colder edges (particularly the electrode boundaries)
deviate from LTE [28, 51, 52]. To simplify modelling of the deviation from LTE, equivalent electro-thermal
source and sink terms are added at both the CPI and API. Thus, the arc-plasma is modelled as a fluid
governed by the LTE hypothesis. The modelled equivalent sources and sinks at the electrode-arc interfaces

are adapted from Brochard’s thesis [13].

2.5.1.1 Cathode subdomain

The energy conservation law in the cathode subdomain is from Brochard [13], and is modelled by the

following equation:
0=V -AVT + sjoule (2.56)
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where the thermal conductivity A as a function of temperature for thoriated tungsten is given in appendix

A. Heat in the cathode is generated by the Joule effect as modelled by equation (2.5).

2.5.1.2 Arc-plasma subdomain

The energy conservation law in the arc-plasma is from Brochard [13], and is modelled by the following
equation:
pcpu-VT = V- AVT + Sjoule — SRay,pla (2.57)

where the mass density p, the specific heat ¢, and the thermal conductivity A of argon are given in appendix
A. Heat generation in the arc-plasma is modelled by the Joule effect as it is given by equation (2.5), while
the total radiated heat is modelled by the emissive volumic radiation term sgray pla as adapted from Lago

et al. [51]. The volume radiation term is modelled in the following manner:
SRay,pla — 47T6n (258)

where ¢, is the total argon plasma emissivity term and is given as a function of temperature in appendix

A, as it was reported by Lago et al. [51].

2.5.2 Enthalpy based heat transfer model

The heat transported by the arc-plasma melts the weld zone of the workpiece, inducing phase change over
the course of a welding operation. The phase change process is generally strongly temperature dependent
and nonlinear in that the enthalpy of the studied material rises significantly over a small temperature
range'’. Thermodynamically the enthalpy h is related to the temperature state variable T and the pressure

state variable p by the following relation [48]:

T D
h = / cp dT +/ on dp (2.59)
T’ref Pref ap

where T;..y and p,.; are some arbitrary reference temperature and pressure. The dependence of the enthalpy
onto the pressure is negligible for the weld pool system because any dynamic variations in the pool pressure
are asymptotically small w.r.t its thermodynamic pressure [13, 60, 48]. This allows for a simplified isobaric

enthalpy relation, which transforms equation (2.60) into:

h T

it h=p1) — w0 h:/ ¢, dT (2.60)
8p Tref

which applies for both the solid and liquid states of the weld material. The notion of enthalpy is important

when discussing phase change problems because it masks the strongly nonlinear dependence of phase

change onto temperature by acting as an integral quantity. This can be understood by comparing the

expression of the specific heat as a function of temperature to the expression of the enthalpy as a function

00r, in the case of pure metals, the enthalpy rises over an isotherm. See appendix B for a detailed description.
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of temperature, where the specific heat for a material undergoing fusion is:

Cps for T < Ty
1 (T —T.)?
T)=<1L — for Ty <sT T, 2.61
cp(T) ¥ (AT ]a)? exp( Q(ATm/a)Z) or ] (2.61)
Cp, for T <1

where T and T} are the solidus and liquidus temperatures of the material, Ly the latent heat of fusion,
T,, = T} — Ts the mushy temperature range, T, = # the mushy center temperature and a a sharpness
factor to be > 1. For details on how the specific heat is modelled, see appendix B. While the enthalpy for

a material undergoing fusion is:

fgef cp, AT’ for T <T;
hT) = f;}ef ¢p. dT + Ly fr, for T, <T <Tj (2.62)
25, o AT + [g ¢ dT + Ly for T >T,

where f7, is defined as the liquid fraction from equation (2.26). Indeed, in the range of the mushy zone
where phase change occurs Ty < T < Tj, the model used for the specific heat invokes temperature gradi-
ents that are significantly stronger than those of the enthalpy model. This is because the enthalpy variable
intrinsically contains the latent heat contributions in its formulation, thus masking the small temperature
scales of the specific heat variable which introduce strong non-linearities to temperature based heat equa-
tions. The differences in the temperature scales of equations (2.61) and (2.62) are schematised in figure 2.6.

Thus, using the enthalpy variable instead of the temperature variable in the energy conservation model is

—,’// \—’/
T,
Figure 2.6: Superimposed plots of schematised pool specific heat ¢, and enthalpy h. Not drawn to scale.

better adapted at capturing phase change effects [89, 59, 68, 3]. The energy conservation model for the

workpiece becomes:

h
pv-Vh =V- ()\VC—) + SJoule (2.63)
P
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where p, v, ¢, and A are the density, velocity, specific heat and thermal conductivity of the weld pool,
respectively. The material properties of the studied workpieces are presented in appendix A as they are
reported by Brochard and Pichler respectively [13, 65]. Note that v is equal to the workpiece displacement
velocity Vgisp w.r.t the laboratory reference frame in the solid workpiece subdomain. Moreover, the heat
source by the Joule effect is modelled by equation (2.5). Equation (2.63) is based on the model used in
Nguyen'’s thesis [60].

2.5.3 Boundary and interface conditions

With the energy conservation laws modelled as three partial differential equations, the definition of appro-
priate closure relations defined at the dim(€2) — 1 subdomains is necessary. Furthermore, because equations
(2.56), (2.57) and (2.63) are defined in the volume subdomains of the system appropriate temperature
continuity and flux interface conditions are needed to account for the heat transfer phenomena across
the interfaces. The generalised thermal conditions on the cathode, arc-plasma and workpiece boundaries
0f) are presented first, following with the condtions at the shared interfaces I' between the cathode and

arc-plasma, and the arc-plasma and workpiece subdomains.

2.5.3.1 Boundary conditions for the cathode and arc-plasma subdomains

With both the cathode and the arc plasma modelled with the temperature variable, their boundary condi-
tions are similarly applied. The cathode and arc-plasma are bounded by fixed temperature, free boundary
flux (also a thermal symmetry condition) and radiation conditions, which are applied using the Stefan-
Boltzmann radiation model [13, 8]. The generalised thermal boundary conditions of the cathode and

arc-plasma are defined as follows:

Fixed temperature: T = T}iged (2.64)
8incved

Free boundary or symmetry: (=AVT -n)sq,,.. =0 (2.65)

Radiation: (=AVT -n)sq,,, = cop(T* —Ta) (2.66)

where T'izeq is a chosen temperature that remains fixed throughout a simulation, €, op and Ty the
emissivity, Stefan-Boltzmann constant and the free stream temperature, respectively, and are given in

appendix A.

2.5.3.2 Boundary conditions for the anode subdomain

With the workpiece (or anode) modelled with the enthalpy variable, its temperature dependent boundary
conditions are specified using temperatures that were mapped from their associated enthalpy variable (see
section 3.5.1 for details). The workpiece is bounded by fixed enthalpy, free boundary flux (also a thermal
symmetry condition), radiation and convection conditions. The radiation is similarly modelled using the

Stefan-Boltzmann model while Newton’s law of cooling is used to model the convection condition [13, 8].
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The generalised thermal boundary conditions of the anode are defined as follows:

Fixed temperature: h = MTized) (2.67)
0fized

Free boundary or symmetry: (=AVT - n)sqy,,. =0 (2.68)

Radiation: (=AVT -n)gq,., = cop(T* = T) (2.69)

Convection: (=AVT - 1)a0,,,. = Peonv(T — Too) (2.70)

where heony 18 the convection coeflicient.

2.5.3.3 Closure conditions at the interfaces

Unlike boundary conditions, interface conditions require both temperature continuity and flux relations
that allow for a transmission of the thermal quantities between the two subdomains or material phases.
The thermo-electric sources and sinks used to model the electrode boundaries at the interfaces require
conditions that conserve energy when superposed fluxes are applied across it. However, the conservation
laws, in their present form need reformulation when analysing interfaces. Indeed, equations (2.56), (2.57),
(2.63) are defined for an arbitrary volume element df2 and thus require mapping to an arbitrary interface

element dI'. The closure conditions at the CPI and API are presented in the following.

Cathode-plasma interface:

First, temperature continuity at the interface is assumed. The continuity of the thermal field is valid at
the interface of perfectly conjugate materials [8]; which, based on the LTE hypothesis used in this work, is

the case for the CPI. This is mathematically expressed as:
TFcat = TFarc (271)

Next, the flux condition is expressed by applying the Gaussian pillbox method as was previously demon-

strated, which transforms the energy conservation law (equation (2.57)) at the CPI to the following form:

0= (qa’rc - qcat) "M+ Z ST'cpr (272)
inte.
where ¢ = —AV,T and sp represents the heat sources/sinks at the interface. Note that the advection terms

reduce to null because the CPI is a rigid undeformable interface. The identified sources, as modelled by
Brochard [13], are:

> SPep; = SNeuw — SEmi — SSB
inte.

where sney is the ionic neutralisation source term, sgmi and Sgaycat are the thermoionic emission and
Stefan-Boltzmann (see equations (2.66), (2.69)) sink terms. The electric heat terms are functions of electric

current density, as presented in the following:

SNeu = onn‘/i SEmi = Je- Weat
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where V; and W, are the ionisation potential and the cathode work function, respectively. The ionic

current jio, and emitted current j,- are calculated in the following manner:

Je= = JCPI — Jlon Jion = max(jcpr — JrD,0)

. W,

jrp = AT?exp (eff) jopr = o'V¢-n
kgT

where A, is the Richardson constant, We the effective work function of the cathode and kg Boltzmann’s

constant and they are given in appendix A. Thus, equation (2.72) becomes:

0= (qarc - qcat) N+ JionVi — Je- Weat — EJB(T - Too)4 (273)

Anode-plasma interface:
Similarly to the CPI, the continuity of the thermal field based on the LTE hypothesis is first addressed,

where temperature continuity, using both the temperature and enthalpy variables becomes:

h 1
Tr = dh Tre 92.74
FETC |: /href CP(T) i| F(Lno + f ( )

where h,.; is an arbitrary reference enthalpy calculated at some reference temperature T;.;. Next, the flux
condition is expressed by applying the Gaussian pillbox method as was previously demonstrated, which

transforms equation (2.63) into:

- ((pv : h) : n) = (qarc - qano) “n+ Z STapr (2'75)

ano h
inte.

((pu -cpT) n)

arc

It is once more crucial to remark that the advection terms at the left hand side of equation (2.75) invoke
the kinematic interface relation from equation (2.37). The advection terms in the flux condition are thus
critical if there are sources or sinks in the mass balance of the system. With no mass sources nor sinks

considered in this work, the left hand side is null. This simplifies equation (2.75) to:

0= (qarc - qano) "+ Z ST apr (276)

wnte.

where the identified source terms are:

Z SFAP[ = SAbS - SSB
inte.

where s4ps is the electronic absorption term and sgp the Stefan-Boltzmann radiation term (see equations

(2.66), (2.69)). The electronic absorption term is calculated in the following manner:

SAbs = JaPiWano

for japr = —0o'Vo-n
where Wy, is the work function of the anode and is given in appendix A. Thus equation (2.76) becomes:

0= (an‘C - qano) "n+ jAPIWano - 6O-B(CZ—Y - Too)4 (277)



where q,,. = —AVT and q,,,, = —)\Vé, thus allowing for an interface relation consistent with the mixed

variable approach of this section.

2.6 Summary

The modelled electrodynamics and conservation laws that capture the dominant phenomena at play in the
TIG system were presented in this chapter. The models were discussed as they apply for volume elements,
while their mappings to the cathode-arc and anode-arc interfaces were derived. Furthermore, the relevant
generic boundary conditions for each model were detailed.

The used electrodynamic model respects the simplified LTE and continuum hypotheses. This model
captures the dominant electromagnetic phenomena that occur at the mesoscopic scale. This approach
allows, in a simplified manner, to calculate both the Joule effect and the Lorentz force in the TIG system.
This is crucial because both the Joule effect and the Lorentz force are the dominant heat and momentum
sources in the arc-plasma.

The models used for the momentum and mass conservation laws in both the arc-plasma and the weld
pool allow for the resolution of the dominant fluidic effects which are important for the capture of thermal
effects in the global model. Both the kinematics and dynamics at the arc-pool interface are formally derived
and presented, because they manifest as the dominant driving mechanisms in the pool. Therefore, ensuring
that both the arc shear and Marangoni effect are properly manifest in the dynamic interface condition is
paramount. Furthermore, the generalised interface conditions bring into context the importance of non-
negligible advective terms that can govern the interface thermo-hydraulics if source/sink terms are added
to the system.

The modelling of the energy conservation law in both the arc-plasma and the workpiece was presented
in a manner compatible with both conjugate heat transfer and phase change phenomena. Effectively, a
mixed variable formulation was presented in which the temperature variable was used for the cathode and
arc-plasma model and the enthalpy variable for the workpiece model. Furthermore, the interface conditions
that incorporate the equivalent electronic heat sources at the interfaces in a manner consistent with the
mixed variable method were presented.

In this chapter the relevant physical phenomena pertaining to the TIG process were presented in their
mathematical form. To solve the equations of the global model, numerical methods, coupling techniques
and algorithms are needed. The development and implementation of these methods are detailed in the

following chapter.
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3.1 Introduction

This chapter discusses the numerical methods, coupling techniques and algorithms as they are implemented
and constructed for use in this work. The chapter begins with geometric preliminaries, discussing the
numerical construction of certain aspects in the TIG system; and follows with section 3.3 which briefly
presents the different finite element methods (FEM) used to treat the different modelled equations in this
work; then follows with section 3.4 which briefly presents the coupling techniques and solution algorithms
used to build the multiphysics algorithm implemented in this work. Next, a discussion of the construction
of a mixed heat equation algorithm is presented in section 3.5.1, where the temperature based heat equation
and the enthalpy based one are coupled. Section 3.6 discusses the implementation of a Dirichlet-Neumann
algorithm to solve the rigid, partitioned fluid system, and a quasi-monolithic algorithm used to solve the
rigid fluid system. Moreoever, the treatment of the deformation at the fluid interface is discussed. Before
concluding the chapter, the criteria used to asses the convergence of a stationary solution are presented, as
they are defined for both 2D and 3D simulations. The chapter is concluded with a flowchart, representing

the multiphysics algorithm, coupling all physics modules, as used in this work.

3.2 Geometric preliminaries

To facilitate the numerical discussion performed in this chapter, key geometric aspects are presented and
are based on the geometric discussion of section 2.2 of the previous chapter. The I'4ps, being a subdomain
where two fluids interface, is further decomposed into two subdomains. Thus, I' 4 p; is numerically treated
in the following manner:

1—‘API = Fplaapi U Fanoapi

where I'jjqqpi and I'gpoapi are geometrically overlapping subdomains that are numerically stored as separate
objects in the computer program. These different numerical objects make up the interfacial nodes of the
mesh of their respective subdomains €2,;, and 2g,,. A simplified representation of the geometric structure
of the system is presented in figure 3.1. The meshing method of overlapping the interfacial nodes at I" g4 py is
also represented where the geometrically overlapping nodes can be assigned to different arbitrary functions.
The schematised functions f = [f1, fo, f3, ..., fn] and g = [g1, g2, 93, ..., gn] represent any mix of functions
defined at the nodes at either side of the interface, that can have some linear relationship. The linear
constraint can be prescribed using the Lagrange Multiplier technique [64]. Moreover, the interfacial nodes

at either the I'pjqqpi Or the I'gpnoapi side can be loaded with surfacic source or sink terms.

3.3 A brief discussion of the chosen numerical methods

This section presents the basics of the chosen computational methods, used to solve for different TIG
welding configurations. A brief discussion of the Galerkin FEM method used to solve for the electric,
thermal, momentum and mass equations is presented, followed by the Least Squares FEM (LSFEM)
method used to solve the magnetic equations. Finally, the different stabilisation methods used for certain

mathematical operators are briefly presented.
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0Qr1g = 0Qcae U aQp]a U 0Qano

Qcar Qpla Qano
Tepr
P, ; fo .
Typr = plaapi Y ranoapi — ! 2 2 N }M =0
&5 gz Y3
F(m.oa:pi

Figure 3.1: Simplified schematic of constituents of global domain Q7zg.

3.3.1 The Galerkin FEM approach

In an attempt to be as concise as possible, the details of the Galerkin FEM discretisation and the variational
weighting of the residual vector are assumed trivial. This allows for a more direct discussion of the way
the residual vectors are constructed for each of the partial differential equations (PDE) of the physical
model. The interested reader is referred to the texts by Reddy [36] and Kuzmin [50] for the theoretical
details of the Galerkin FEM method. Thus, we can consider that the general form of the weak variational
formulation of the residual vector R, is as it appears in the following algebraic system for some variable

1), defined over an arbitrary mesh:

{Ry} = 0= [M]{yp} - {F} (3.1)

where [M] and {F'} are the total matrix and the force vector, respectively. The total matrix is the discrete,
variational form of the differential operators and can be made up of the advection, convection, gradient
and/or Laplacian operators. Depending on the discretised PDE, the total matrix can be a function of the
primal variable ) itself, and /or can be dependent on temperature. In fact, the modelled PDEs in this thesis
are strongly non-linear, and so a linearisation step can be necessary before solving for t; this is discussed
in section 3.4. As for the boundary counditions of the problem: a) the Dirichlet type conditions are applied
as equivalent fluxes in the { F'} term at the nodes across the 9Q2p of the mesh using the Lagrange Multiplier
technique! [64], and b) Neumann type conditions are applied as surfacic fluxes in the {F} term at the
nodes pertaining to the 92y of the mesh. First, Ny, € H{, which means that the interpolation functions
Ny are square integrable and are null at boundaries Ny|r = 0. The form of equation (3.1) as it is set up

for the electric, heat transfer and fluid dynamics models is thus presented in the following:

! An application of this technique is presented in section 3.6.2.1
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1. The electric model:

The electric model, based on equation (2.1), in its discrete variational form, manifests as:
(MHo}—{F} = 0= (R} = [ ("VO)- (TN d2= [ (imy - )(No) 0y (32)
imp

where {F'} are the Neumann boundary conditions imposed as equivalent fluxes. System (3.2) is
weakly non-linear?, and so it requires coupling to the thermal equation and linearisation before
solving for {¢}. Note that in the €4, the o* in the direct vicinity of I'cpr and I' 4py is assigned the
conductivity values as they are calculated at a dl.q,+ = 0.1 mm and dl4,, = 0.4 mm Eucledian distance
from the respective interfaces, regardless of the temperature field calculated at T'(r < 6lcat,ano) and
of the meshing in that zone. This method is adapted from Lowke [52] and is schematised in figure
3.2, representing how ¢* is calculated in the vicinity of the I'cpy. The same mathematical operation

is applied in the plasma in the vicinity of the I' 4 p; interface.

6(r < Oleg) = 0.(r =38lcq)

Figure 3.2: Visualisation of how ¢* is calculated in the plasma in the vicinity of the I'cpy interface.

2. Conjugate heat transfer model:

The conjugate heat transfer model, based on equations (2.56), (2.57) and (2.63), modifies system

(3.1), to manifest as:
[M(p, cp,w, v, V{T, h} = {F'} (3.3)

where the total matrix [M(p, ¢y, w,v, )| and the primal variables {T'} and {h} are defined in the
cathode/arc and the anode subdomains, respectively. The fluxes {F'} are domain dependent as per
the different sources, sinks and boundary conditions as detailed in section 2.5. I note that for brevity
the Dirichlet boundary conditions are not included in the residuals. The system is strongly non-linear,
and thus requires linearisation before solving for {T'} and {h}. Nonlinear system (3.3) depends on

Qeat, Qpig and gy in the following manner:

2The electric conductivity ¢* is a function of temperature 7', and T is a function of voltage &.
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(a) in Qeq:

the primal variable is the temperature variable, {T'}, and the residual looks like:

0=Rr = [ (AVT)-(VNp) d9. — [ ((0V9)- Vo) (Nr) O
. Q. (3.4)
< [ GtonVi = o Weat = cop(T* = TA))Np dTy

DL

(b) in Qplai

the primal variable is the temperature variable, {T'}, and the residual looks like:

0= Ry — / (peyuV'T) Ny dSY, + / (AVT) - (VN7) d€,
Q Qp

P
(3.5)
- / (6V9) - Vo) (Nr) dS, + /Q (47en) Ny d,
(¢) in Qano:
the primal variable is the enthalpy variable, {h}, and the residual looks like:
0=Ri = [ (V)N dQ+ [ (AVT)- (VNW) d — [ ((0V6) Ve)(Ny) de2,
‘o ‘o fa (3.6)

- / [(,jAPIWcmo) - 6O'B(TLJC - Tﬁo)} Nh dFapi - / hconv(T - Too)Nh danom}

api conv
To stabilise the advection terms in the numerical model, a Streamline Upwind Petrov-Galerkin
(SUPG) [35] numerical diffusion term is added to the residuals. However, for brevity the term is
not explicitly shown. Furthermore, the linearisation method and the treatment of the conjugate heat

transfer problem with different primals {7} and {h} is discussed in sections 3.4 and 3.5.1, respectively.

3. Momentum and mass transfer model:
The momentum and mass transfer model, based on equations (2.20), (2.21), (2.22) and (2.23), mod-

ifies system (3.1), to manifest as:

[M(IO’ uavv“)]{uv P,’U,p} = {F} (37)

where system (3.7) combines the momentum and mass conservation equations and is domain depen-
dent, but is undefined for the Q. domain as it is modelled as a solid. Thus, nonlinear system (3.7)

depends on 2, and €4y, in the following manner:

(a) in Qpla:
the primal variables are the velocity and pressure variables, {u} and { P}, and the residual looks
like:

0=R, =] (pu-Vu)-(N,)dQ, +/ Ml(vu‘i‘ VUt) : (VNu + VNZ)] dsdy,
Qp Qp

—/ngu(v-u)(V'Nu) de—/Qp ((—UV¢)AB) A de—/QpP(V‘Nu) dfdyp
(3.8)
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d(l
Osz:/ (V-u)Np de+/ (MVT-U)NP sy, (3.9)
Qp Q, \ dI’
(b) in Qane:
the primal variables are the velocity and pressure variables, {v} and {p}, and the residual looks
like:
0=Ry= [ (pv-Vo)-(Ny)dQ, +/ u[(Vv + Vo) (VN + VN’;)] dQy
a Qa
- / ((—aw) A B) (Ny) dy, — / pgB(T — Trep) - Ny dS2, (3.10)
Qq Qq
dry
[ RO (N a2 [ (VN s,
Tapr AT Qq
0=R, :/ (V - v)N, d2, (3.11)
Qq

To construct a stable velocity-pressure coupling scheme in the above residuals, either:

i) the chosen vector spaces for the velocity and pressure variables respect the Ladyzhenskaya-
Babuska-Brezzi condition [50, 36], where the pressure variable has a discretisation order smaller

than that of the velocity variable, where for any mesh element:
m n
wp =Y uilNu; P, =Y PiNp; (3.12)
i i

where N, ; and Np; are polynomial functions of different order where n < m; n +1 = m;

ii) or they are stabilised with a polynomial pressure projection term based on the work or Dohrmann
[22].

These velocity-pressure considerations are necessary for the stability of the Stokes problem in the
U — P formulation [50]. Furthermore, the advection terms are stabilised with a SUPG term [35].
For brevity, the stabilisers are not explicitly shown in the residuals. Furthermore, the linearisation
method and the treatment of the fluid coupling method between the arc-plasma and the weld pool

is discussed in sections 3.4 and 3.6, respectively.

3.3.2 The LSFEM approach

The LSFEM method is a technique generally adapted to the resolution of 15* order PDEs, unlike Galerkin
methods. Effectively, using the Galerkin FEM to solve 1¢ order PDEs, without adding numerical diffusion
can generate non-symmetric matrices with odd-even decoupling, and this leads to oscillatory solutions.
Thus, this motivates the use of the LSFEM technique to solve the magnetostatic model used in this thesis
[36, 38]. Motivating the use of LSFEM, a brief discussion of its advantages are first discussed and then the

basics of the method are presented.
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3.3.2.1 Advantages of LSFEM for the magnetostatic model

The magnetostatic model used in this thesis, benefits from the LSFEM method for a number of reasons,

and the most relevant are discussed below:

e Gauss’ Law of magnetism, modelled with the V - B = 0 equation is easily incorporated into the
LSFEM formulation of the magnetostatic model. In fact, assuming the redundancy of Gauss’ law>
and thus its omission from a magnetic model, can generate parasitic stationary solutions. Thus, the

ease of incoporation of Gauss’ law in the LSFEM formulation makes the technique attractive [38].

o Although magnetostatic models can use the vector potential A and thus be solved for with the
Galerkin FEM approach (see Nguyen’s thesis for details [60]); it can be suboptimal if the system
is strongly sensitive to the magnetic field B. This is due to B = V x A | thus any approximated

solution:

Ap < A+ O(0r™)

yields:
B) xV x A+ 0O(5rm1)

after differentiation using the Vx curl operator. O(dr™) is the discretisation error of order ér, which
is the characteristic element size in a mesh. The reduction in the order of precision, going from
m — m — 1, can influence the precision of magnetic field dependent calculations [38]. For example,
the velocity fields of TIG arcs are very sensitive to the Lorentz force, and thus can be consequently

very sensitive to the precision of the magnetic field.

e The use of LSFEM to solve the magnetostatic model generates positive definite and symmetric
matrices, which can be easily treated by linear solvers. Moreover, the generated linear systems, being
stable and non-oscillatory do not require artificial diffusion methods for stabilisation, as is necessary

for advection terms (see section 3.3.1) [36, 38].

3.3.2.2 Basics of the method

Here, the basics of the LSFEM technique are introduced in as concise a manner as possible. The interested
reader is referred to the text by Jiang [38] for more details. The technique consists of treating 15 order

boundary value problems, in the following manner:

Mu=f (3.13)
where M is a 1% order differential operator:
ndg a
Mu=3Y M, + Mqu
n=1 Oz

3 Ampere’s Law is already a system of three equations and three unknowns. Although this is necessary for the determinacy
of an algebraic system, it is not sufficient.
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looking for approximated solutions, and assuming that f € Lo(Q2) so that M : U — Ly(Q2) and where the

primal variable u is approximated by u; € U:
M
up = ZuZNZ (3.14)
i

where the trial function N; € U, and M is the number of nodes in an arbitrary element. Applying equation

(3.14) to equation (3.13), the approximated equation becomes:
R=Mu,—f+#0

unless up = u, the residual R # 0. The LSFEM method, unlike the Galerkin method, looks not to nullify
the weighted residual [, R;N; dQ2 = 0, rather looks to minimize the squared distance between Muy, and
f,in:

1) = [RIF = [ (Muy = £)?d2> 0 (3.15)

where I(uy) is defined as the functional. A necessary condition for uy to be a root imposing the minimum
of the functional in equation 3.15 is that any perturbation to I(wy) vanishes at up, in:

. 0 B T B
Jim —I(w, + §0N;) = 2 /Q (MN)T(Muy, — ) dQ = 0

The minimization of the I(uy) functional thus gives an algebraic system of the form:
/ (MN;)(MN,)u; d92 = / (MN;)f d (3.16)
Q Q

Equation (3.16) is the general form that results from an LSFEM discretization. Thus, the residual to the

magnetostatic equations (2.2) and (2.3) can be expressed as:

O:RB:/(V/\B)~(V/\NB)dQ+/(V-B)(V-NB)dQ—/(—quﬁ)-(V/\NB)dQ (3.17)
Q Q Q

3.4 The multiphysics computational toolbox

The so called multiphysics computational toolbox, as it is defined in this work, is a small kit of coupling
techniques and classic algorithms, that allow for the resolution of the global multiphysics model. The
physical model, constructed for use in this thesis, can be arranged into so called modules. Each module
represents a physical phenomenon, as it is modelled by some set of governing equations. The modules are
grouped and coupled together under a global model. The global multiphysics model consists of a set of
linear and non-linear equations, grouped together by module, and are connected by coupling techniques
and an appropriate solution algorithm. This global model in this work consists of an electric module,
conjugate heat transfer module, magnetic module, and a fluid dynamics module. Moreover, a module can
be further partitioned into submodules, where in this work, submodules are domain dependent. For exam-
ple, as discussed in detail in section 3.6.2.1 and 3.6.2.4, the fluid dynamics module can be split into three

submodules, where each submodule is defined at a specific domain. Both modules and submodules commu-



3.4. THE MULTIPHYSICS COMPUTATIONAL TOOLBOX 49

nicate and transmit data® inter-modularly, so as to mathematically couple the modules and eventually find

stationary solutions to the physical model for different TIG welding configurations. Figure 3.3 schematises

Electric

\ module \
Fluid

dynamics
module

Magnetic
module

/ -Heai;.\\\..

I transfer \
" module

N

Global Model

Figure 3.3: Schematic of constructed modules of the global model. Each module transmits physically
interpretable data in the form of velocities, temperatures, forces, fluxes etc....

the interactions between the different modules and the arrows represent the inter-module coupling and the
direction of the coupling. A brief discussion of the coupling techniques and solution algorithms used in this

thesis are presented in the following subsections.

3.4.1 Coupling techniques

The coupling techniques discussed in this subsection are by no means comprehensive, and serve only to
briefly present the methods used in this thesis. The interested reader is referred to Patricot’s [63] and
Viot’s [88] theses, which offer more generalised presentations of the mathematical techniques used to
couple different modules together. The coupling techniques used in this work are either a variant, and/or
a combination of the Gauss-Seidel and the Newton-Raphson methods. The two methods are presented in

the following:

1. Gauss-Seidel:

The Gauss-Seidel method is a simple method, easy to implement, and is a method that weakly cou-

4Data means mathematical information, in physically interpretable quantites, i.e: through velocities, temperatures, forces,
fluxes etc....
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ples® two (or more) modules together. This coupling technique is widely used in the literature, where
once the coupling is ensured and the mathematical variables are properly transmitted, the coupled

system is iterated until convergence is achieved®.

With k representing the iteration number; and starting from an initial guess 9, 49, ..., the

equations are iterated in the following manner, for [ different modules:

k k=1 . k— k—
Py :fl( 117 217"'a l 1)
Wi = Fah b g
2 | 2(¥1, 95 L) (3.18)
k—
Q/Jf :fl('lplf71;b§7"'> l 1)
The stopping criterion is generally based on increment size where € = Hzﬁlf — ¢’f_1 , €k = Hz,b'; — ]2“_1 ’,
cees Efﬂ = Hde - wf_l , and convergence is assumed’ once ef — 0. Coupling algorithm (3.18) gener-

ally converges to a solution if the initial guesses w(l) e 1/:? are well chosen and within the vicinity of

the roots of the algebraic system [63].

2. Newton-Raphson:
The Newton-Raphson method is a classic method which is commonly used to solve non-linear and
coupled systems. The method has many variants based on approximating the original algorithm, and
can be generally classified as Quasi-Newton methods [88]. The approach is based on a linearisation
of the coupled system of equations and iterating over the generated linear systems until convergence
is achieved. If no approximations to the method are undertaken, the coupling is classified as globally
monolithic or strong, where the algebraic systems and their couplings are solved simultaneously. The
original method applied to a multiphysics model is applied to an algebraic system of equations similar

to equation (3.1), in the following manner:

for any global set of variables 1p,,,, operators M, (1,,) and duals F,, for [ different modules,

F, My ... My [v R 0
N E I == (3.19)
F, My ... Myl L R, 0
and solving for the roots of system (3.19) is in most cases impossible without linearising it. Applying

a 15 order Taylor Expansion to the multivariable system around the roots 1, of system (3.19):

(R0 + 9"} = 0~ {RWQF )} + [Jy) by — ¥}

applying recursively the 15' order Taylor Expansion a k& number of times, assuming an initial guess
of {4°} =~ {1} — {69p*} — {59¢* 1} ... is not too far away from the roots {1, } of system (3.19),

5Weak coupling refers to a coupling where the equations are not coupled and solved simultaneously in the same algebraic
system.

50r stopped based on a mathematical criterion.

"For badly conditioned systems of equations, the residual of each modelled equation is also required to tend to 0.
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the linearised system, at iteration k, to solve becomes:

[T)" "oy} = —{Ry}F ! (3.20)

where {09"} = {4"} — {4*"'}, and where the global Jacobian matrix [J,] is defined as:

OR, OR,

[Jyl=1|: -~ =] -~ (3.21)
Tn ... Ty ORy OR;
op, oYy

where system (3.20) is assumed converged to a root {1} of system (3.19) once {§9p*} — 0. The

T, are the so called tangent matrix terms.

3.4.2 Solution algorithms

Here a brief discussion of three algorithms that can be constructed with a mix of the different physics

modules and a choice and/or mix of coupling techniques, is presented in the following:

1. Globally monolithic:
The globally monolithic algorithm refers to an algorithm that solves for a stationary solution by
solving for all the modules, defined by their dependent variables ¥ = [¢,T, B, u] simultaneously.
The nonlinearity of the different modules, requires that the coupled system be solved using the

Newton-Raphson technique. The globally monolithic system to solve will be of the form:

OR OR,7F 1
b LR i k k-1
T¢¢ . T¢u ! g;é 8¢ ou g;é gj
. sl = : : sBl =~ R (3.22)
Tup --- Tuu su OR, OR, su R,
0 ou

Assuming that the boundary and interfacial conditions are included into system (3.22), solving the
linearized system until d1»p — 0 is the globally monolithic manner of finding stationary solutions to
TIG welding configurations. However, in practice it is difficult and impractical to create the full
Jacobian at every iteration k. Moreover, inverting the full Jacobian at every iteration k would be a
daunting task for classical solvers, both direct and iterative [16, 88]. Therefore, this algorithm is not

used in this thesis.

2. Partitioned by module:
The modularly partitioned algorithm is one that makes use of the ability of the Newton-Raphson
method to linearise nonlinear and implicit equations, while benefiting from the ease of applicability
of the Gauss-Seidel technique. This method has a convergence trend that is weaker than the globally
monolithic scheme, but is a much more practical algorithm of choice [63]. Here, only the diagonal
terms of the global Jacobian (3.21) are used, and the linearised, simplified system is partitioned by

module into separate linear systems. Finally, the number of linear systems to couple and iterate over
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using the Gauss-Seidel technique is equal to the number of variables to solve for. If ¢ = [¢, T, B, u],

then dim(e) = 4 linear systems are solved for k iterations.

ORg"!
[Topl{d0}" = [8; {6p}F = {Ry(¢F1, TH1, BEL uk1))
[Trr){0T}F = Eg{;] kil{éT}k — _{RT(ék’Tk—17Bk—1,uk—1)}
k=1 (3.23)
[TBB]{éB}k = [%R;B} {5B}k = _{RB<¢k,Tk,Bk_17uk—1)}
Ry, "
Taalo) = [ 2] fsup = (Ra(oh, T B 1))

Assuming that the boundary and interfacial conditions are included into system (3.23), solving the
linearised and partitioned system until the set of all variables 1» — 0 is the modularly partitioned
manner of finding stationary solutions to TIG welding configurations. In fact, this method is funda-
mentally a Gauss-Seidel algorithm, and so it is simple to implement, where the coupling occurs by
simple data transfer between modules. Furthermore, the fact that the method retains the linearisa-
tion capability of the Newton-Raphson method, makes it effective for solving non-linear problems.
The creation and inversion (by direct or iterative methods) of the diagonalised and partitioned tan-
gent matrices is manageable [13, 60]. Therefore, this algorithm is used to couple the different physics
modules used in this thesis. The tangent matrices and the residuals presented in partitioned system
(3.23) are detailed in appendix C. Moreover, a physics module can be further partitioned by domain,

as is performed for the fluid dynamics module in this thesis.

. Partitioned by domain:

The fluid dynamics module treats a two fluid system, where the two fluids are modelled by different
hypotheses. Furthermore, the treatment of the fluid interface in this thesis, requires that the fluid
dynamics module be solved on a deformable mesh. Additionally, the fluid system can require further
partitioning if the linear systems constructed at each iteration k become too large to be practically
handled by the linear solvers (by direct or iterative methods). Thus, an algorithm that further
partitions a module by domain, is of interest. Partitioning by domain, as it is implemented in this
thesis, is treated and discussed in detail in section 3.6. Figure 3.4 schematises the partitioning by
domain of the fluid dynamics module. The communication of velocities and forces between the
submodules occurs at the partition interface, which for this module, occurs at the I'4p; interface.
This method also utilises the Gauss-Seidel coupling method, except that the coupling is between

domains and not between modules.

The algorithms and coupling techniques that are discussed above are used to solve the global multiphysics

model in this thesis. Effectively, both the electric and magnetic modules are solved in a straightforward

manner where the linearised system is constructed over the entire TIG domain. As for the conjugate heat

transfer and fluid dynamics modules, they are first further manipulated to account for the coupling of

the different physical models defined for the arc-plasma and the weld pool. The conjugate heat transfer

module accounts for both the electro-thermal phenomena (in the cathode and arc-plasma) and the phase
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Fluid
dynamics
module

Interface
deformation
sub-module

Figure 3.4: Fluid dynamics module further partitioned by domain. The arc and pool submodules are con-
nected by interfacial conditions, and after resolution are connected to the interface deformation submodule.

change effects (in the workpiece) in a mixed variable monolithic® algorithm. This algorithm is detailed
in the following section. As for the fluid dynamics module, two algorithms are implemented, where a

Dirichlet-Neumann and a quasi-monolithic approach are taken (see section 3.6).

Before proceeding I define the term rigid mesh. It refers to the computational domain before the interface
deformation field h, is calculated and applied to the mesh. Due to the partitioned nature of the numerical
approach used in this work, the electric, magnetic, temperature and velocity fields are calculated on a rigid

mesh, that is later deformed, at every global iteration.

3.5 Conjugate heat transfer coupling algorithm

This section discusses the solution methodologies, and the domain/field coupling method used to solve for
the heat and phase change phenomena in the TIG system, as implemented in this thesis. The schemes used
to solve the energy conservation equations in the ¢4t qrc and €4, domains are first presented; followed
by a presentation of the coupling scheme used to communicate the temperature approach, used in the arc,

to the enthalpic approach, used in the pool, at the fluid interface at I'4py.

3.5.1 Interfacial thermal conditions, a mixed heat equation approach

Resolving the heat field of the arc using the standard temperature approach, and with the heat field of
the workpiece requiring the enthalpic approach to effectively capture the phase change phenomenon, the
arc-pool interface requires careful treatment. The interface between the arc and the workpiece is treated
using equation (2.74). In looking to avoid numerical instabilities, the interface is treated by strongly cou-
pling the arc and pool domains [27], and the energy conservation equations across the I' 4p; interface are
solved monolithically. Before treating the coupling of the interface, the linear systems of the subdomains

in question are presented.

8Monolithic at the domain level, meaning that the the field across the entire spatial domain is solved simultaneously.
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Starting with the heat equations in the cathode and the arc-plasma, equation (3.4) is linearised. The
linearised system treats the temperature as the primal variable, for iteration k and is expressed in the

following:

[TTT]kfl{(ST}k = —{RT}kfl (3.24)

where [Tr7] represents the temperature tangent matrix, {07} and {Rr} the temperature increment and
residual vectors, defined across the nodes of the meshed cathode and arc subdomains, respectively. As for
the heat equation in the workpiece, equation (3.5) is linearised. The linearised system treats the enthalpy

as a primal variable, for iteration k and is expressed in the following:
[Thn)*H{oR}F = —{Rp}F! (3.25)

where [Tp,]*~! represents the enthalpy tangent matrix, {h}* and {R;}*~! the enthalpy and residual
vectors, defined across the nodes of the meshed workpiece subdomain, respectively. The tangent matrices
of linear systems (3.24) and (3.25) are detailed in appendix C. Linear system (3.24) contains the energy
conservation equations for both the cathode and the arc plasma. Linear system (3.25) expresses the energy
conservation equation as it manifests in its enthalpic form and treats only the workpiece domain. The
boundary conditions of the enthalpy model are assumed included in linear system (3.25). As for the arc-pool
interface I'4py, it is treated using the Lagrange Multiplier technique implemented in the CastzsM toolbox
[15, 64]. Thus, the communication between system (3.24) and (3.25) is what is left to treat before solving
for the primal fields {T'}* and {h}*. The communication occurs at the interface between the arc and the
= [T1,Ts, T3, ..., TN]

= [h1, ha, hs, ..., hy] fields at their respective arc and anode/workpiece nodes are shown. The

workpiece. Figure 3.5 schematises a section of the interface I' y p; where the {T'}p
and {h}p
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Figure 3.5: Section of I' 4p; interface where interfacial conditions are applied. Domain i represents arc
nodes at I'yjqqpi, and j anode nodes at I'ypoqp; and are made up of N interfacial nodes.

coupling of the methods begins by the concatenation of linear systems (3.24) and (3.25). The concatenated

k—1 ST k R k—1
-t

The concatenation allows the conjugate heat trasfer module to be solved simultaneously, without the need to

system is thus:

Trr 0
0 Thh

transmit temperature or flux fields from one subdomain to another in an iterative manner [16, 27]. However,
linear system (3.26) is ill-posed in its current form due to the temperature and enthalpy equations being

open at their respective I'pjgapi and Igpogpi sSubdomains. Thus, with equation (2.74) as a closure condition,
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and in referring to figure 3.5, the interfacial condition interpreted across the plasma and pool domain is:

hk
Th=-L Vv i=j (3.27)
ij

and the associated constraint:

ALy = /F (69T -m]* dr /

r;

k
Kﬁvh).n] ar; Y oi=j (3.28)

Cp

where )\ﬁ ; is the Lagrange Multiplier at the overlapping nodes ¢ = j, which manifests as the sum of reaction
fluxes at i = j, and n the unit normal at its respective node. Appending system (3.26) with conditions
(3.27) and (3.28), the heat transfer scheme to be solved becomes:

o N L1 T Ry 15
[T " H6T R} = | 0 Thn =1 oh| =—|Rp (3.29)
1i —1]'/ij 0 )\i,j 0

where system (3.29) is a well-posed linear system of equations. Note that the interfacial equations (3.27)
and (3.28) are only applied across spatially overlapping nodes. The use of condition (3.27) and constraint
(3.28) strongly” couples linear systems (3.24) and (3.25) [88]; however, regardless of the monolithic scheme,
the use of different primal variables does not rigidly ensure the continuity of temperature at the interface
as required by equation (2.74). Rather, the coupling relations ensure the continuity of equation (3.27) at
iteration k. This loosely imposed temperature continuity is considered satisfactory because as the global

algorithm converges, relation (3.27) behaves like:

Shk
0T} = 5+ = T}
C
Dj

which in the limit'® that k& — Kgopar, 0T — € and 6h* — €, temperature continutiy at the interface I'y4p
is assumed. Linear system (3.29) is representative of the coupling algorithm used to solve the heat transfer
module in the arc-pool system. At every global iteration k, the enthalpy field calculated in the anode is
used to calculate the temperature field associated to it. The inverse relation to h = f:,:g o cpT dT' is used
to this end, by simply using the inverse of the h-T relations as extracted from the thermophysical data
set used in this thesis (see appendix A). This amounts to using the calculated enthalpy fields and the T-h
relation, schematised by figure (3.6) to find {Tyneqde - Figure 3.6 displays a typical T-h relation to be used in
calculating the temperature field from the enthalpy, by simple interpolation. This methodology allows for
the algorithm to use the fixed mesh at iteration k to identify the pool solidus and liquidus boundaries. The
pool domain is then used to solve the momentum and mass conservation equations in the pool subdomain

[59, 89]. The identification of the pool subdomain is described in the following subsection.

9 Allowing for a monolithic approach to the resolution of the energy conservation equations.
0The € at the limit is a predefined convergence criterion assumed to be sufficiently small that errors in precision become
negligible.
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Figure 3.6: Typical temperature-enthalpy relation of an non-isothermal phase change process.

3.5.2 Identifying the pool boundaries

The mushy zone in the workpiece is of high importance as it is the zone where the latent heat of the melt
pool is either captured (during melting) or released (during solidification). With the Stefan number of a
typical welding process is of Ste ~ 1 (see section 1.3), the treatement of the mushy zone can significantly
impact the temperature field in the concerned workpiece. A typical finitely sized melt pool is bounded
by a solid boundary where the pool velocities approach the velocity of the solid boundary. Without loss

1

of generality, the pool velocity approaches vr, = 0 m-s™ as it solidifies in the mushy zone. The no-slip

condition applied at the solid boundary implies that the mushy zone functions as a transition zone for the
momentum equations [13, 89, 68, 61, 84]. Therefore, the identification of the pool as a subdomain is set to
be a function of the anode temperature field and the velocity field as they are calculated in a simulation.

Thus, the pool is numerically defined using the two following criteria:
if Qpoot C Qanode V' Qpoot U Lanode = QLanode  then
The temperature based criterion:
V Tpool € Qanode  and if Tpoor > Ty = Tpoot = f(@pool)
The velocity based criterion:
Voot € Qpoor  and if  ||vpeer|| > max(||vpeer|) X 107 = Vpool = J(Lpool)

Then Q40 is defined at @001 U lpoor = Tpoot Where 7po0r € oo Once the pool domain 7,4, is identified,
it can be transferred to the pool momentum and mass transfer module in the global algorithm, and this

process is reiterated Kgiopqr times. The final subsection in this section presents a proof of concept that
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shows the numerical stability of the mixed thermal approach.

3.5.3 A note on the stability of the interfacial temperature

The stability of monolithic approaches to the conjugate heat transfer problems for complex systems is well
known and the reader is referred to the article by Giles [27] for a formal discussion of interfacial stability. In
an effort to bypass any possible instabilities related to domain-decomposition or partitioned methods, the
arc and anode heat equations are solved monolithically in the globally partitioned multiphysics algorithm
of this work. Moreover, the monolithic choice for the conjugate heat transfer module of this work is suitable
because the constructed linear systems built at every global iteration k£ are not as massive as those of a
momentum and mass transfer problem, even when solving for 3D problems [78]. Therefore, the monolithic
conjugate heat transfer approach in this thesis is treatable by the use of classic linear system solvers (Crout
or BICGStab). Linear system (3.29) represents the entirety of the conjugate heat transfer problem solved
monolithically in this work; however, the mixed thermal approach used in this thesis is slightly different to
the classic approaches tackled in the literature [27, 88]. Generally, only one primal variable is used to solve
a conjugate heat transfer problem as opposed to the two Ttutupias hano used in this work. Furthermore,
although a detailed theoretical analysis of the expected stability of the mixed thermal approach is out of
the scope of this text, a sample axisymmetric TIG Spot simulation is simulated with this algorithm. The
welding parameters of the simulated configuration are, an electric intensity of I = 75 A for a thoriated
tungsten cathode, an argon arc and a 316L steel. As seen in figure 3.7.a) the convergence of the temperature
profiles (at ~ 2000 K) at the I pigiap and Tgpoiap zones is achieved after only £ ~ 50 global iterations. This
indicates that the temperature continuity condition of perfect thermal contact is approached, see equation
(2.74). Furthermore, the global algorithm convergence plot is presented in figure 3.7 (b), where all primal
fields show a convergent trend. Thus, the reader is provided with a preliminary proof of robustness of the

monolithic, mixed thermal approach developed in this thesis.
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Figure 3.7: (a) Maximum temperature at I'pj4i4p (black plot) and at I'gpnoiap (red plot) interfaces as functions
of iteration number. (b) Convergence plot of all variables of sample simulation.
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3.6 Momentum and mass transfer coupling algorithm

This section discusses the solution methodologies, and the domain coupling methods implemented in this
thesis, used to solve the fluid dynamics module in the arc-pool system. The schemes used to solve the
momentum and mass equations in the {14, and €2, domains are first presented; followed by a presentation
of the coupling schemes used to communicate the kinematic and dynamic interactions at the fluid interface

at FAPI-

3.6.1 The algebraic systems of equations

Focusing on the fluidic effects only in the arc and pool subdomains, the following discussion presents the
linearised algebraic systems that numerically treat the momentum and mass transfer equations in their

respective subdomains.

3.6.1.1 The arc scheme

The arc, being modelled as a dilatational fluid, has a linearised system of equations that is different from
that of the pool. Linearising equations (3.8) and (3.9), the algebraic system solved at every global iteration
k is the following:

[Ju,p]" " {6(u, P)}* = —{Ry p}*! (3.30)

where [J,, p] represents the approximated Jacobian matrix, {d(u,P)} and {R, p} the velociy/pressure
increment, and the residual vectors respectively, as they are defined across the nodes of the meshed ;..
subdomain. The chosen scheme is based on direct U — P coupling, solving directly for the velocity and

pressure fields simultaneously [13]. The linear system for the arc fluid equations is comprised of the

k—1 Su k R k—1
-1

where the details of the different tangent matrices are found in appendix C. The boundary conditions are

following scheme, expanding equation (3.30):

Tuu TuP
Tpy, O

assumed included in linear system (3.31) and are not detailed for brevity.

3.6.1.2 The pool scheme

The weld pool being modelled as an incompressible fluid has a linearised system different than that of the
arc. Linearising equations (3.10) and (3.11), the algebraic system solved at every global iteration k is the

following:
[Jv,p]k_l{é("%p)}k = _{Rv,p}k_l (3.32)

where [J, ;] represents the approximated Jacobian matrix, {6(v,p)} and {R,p} the velociy/pressure in-
crement, and the residual vectors respectively, as they are defined across the nodes of the meshed €,

subdomain. The chosen scheme is also based on direct U — P coupling [60]. The linear system for the pool
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fluid dynamics equations is comprised of the following scheme, expanding linear system (3.32):

k—1 k k—1
Tosv Top ov _ R, (3.33)
Tpo O dp R, ’

where the details of the different tangent matrices are found in appendix C. The boundary conditions are

assumed included in linear system (3.33) and are not detailed for brevity.

3.6.2 Coupling schemes at the fluid interface

The fluid interface at the I'4p; subdomain is a zone where the kinematic and dynamic conditions are
imposed. These conditions allow for the transfer of physical quantities between the arc and the pool and
are necessary for the mathematical coupling of the algebraic systems (3.31) and (3.33). The two coupling
methods studied in this work are the Dirichlet-Neumann method!! and a quasi-monolithic method [78].
The coupling methods are applicable to the two interface hypotheses studied in this thesis, the fixed and
deformable interface hypotheses. In the following discussion, the details of the coupling techniques for a
rigid mesh calculation at every global iteration k£ are presented first, and then followed by a discussion of

the treatment of the fluid interface deformation.

3.6.2.1 The Dirichlet-Neumman algorithm

The Dirichlet-Neumann coupling algorithm is a classic method, adapted from the literature on numerical
fluid structure interaction and conjugate heat transfer 78, 49, 16, 27]. The method consists of decomposing
the fluid domain into two partitioned subdomains Q4. U Qpoor = Q1uia, separated by the interface I' 4 pr;
and where each partition €24,. and €2,y is associated to a separate calculation step. Thus, the coupling
scheme consists of a total of two steps, where information communicated between the arc and pool cal-
culation steps are in the form of Dirichlet and Neumann conditions, respectively. To ensure the stability
of the partitioned scheme, the Dirichlet condition (an imposed velocity field) is applied on to the I'piqapi
subdomain, while the Neumann condition (an imposed stress field) is applied to the I'ypoqpi Subdomain of
the I'ypy interface. A formal discussion of the stability of the scheme is out of the scope of this work, but
the interested reader is referred to [16, 27| for further details. Referring to figure 3.8 the solution strategy

is the following:
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Figure 3.8: Section of I' yp; interface where Dirichlet-Neumann coupling is applied. Domain ¢ represents
arc nodes at I'yj4qpi, and j anode nodes at I'qpoqp; and are made up of N interfacial nodes.

HEssentially a type of Gauss-Seidel scheme, see [49, 63
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1. The arc fluid system is appended, at its interfacial nodes, by mapping the velocity values from
iteration £ —1 from I'ypoapi t0 Ipraaps at iteration k; and applying the mapped velocities like Dirichlet
boundary conditions using the Lagrange Multiplier technique [64]. Figure 3.9 schematises the applied

velocity mapping, with the red arrows representing the mapped Dirichlet conditions.

Vi,j € [LN] AVi=3j = 37;€ Lunoapi = uf = v(r;)*! (3.34)
2
of = / [P+ u(Vu+ Vi — 3V ul) - n)* dr; (3.35)
r;

1

Appending equations (3.34) and (3.35) to linear system (3.31), the first linear system to solve in this

Domain i

e S

Domain j

Figure 3.9: Domain ¢ represents arc nodes, and j anode nodes for all N nodes at the interface. Blue
arrows represent translation of calculated af forces from I'pigapi 10 Tanoapi- Red arrows represent inverse
translation for velocities v? .

coupling scheme becomes (where I3 is a 3 x 3 identity matrix):

k—1 k k—1
Tuuw Tup IB,Z‘ ou R,
Tpw 0 0 0P| =—|Rp (3.36)
Hgﬂ' 0 0 (87 u;

2. Once linear system (3.36) is solved, the calculated forces from the arc are translated and transmitted
to the pool fluid dynamics scheme, using the Lagrange Multipliers af that were solved for. Figure
3.9 represents a visualisation of the applied reaction force mapping, schematised by the blue arrows,
representing the transmitted forces. The translation of the fields is applied numerically in the com-
puter algorithm, where the fields are translated from the I'jj4qp; nodes to the I'gyoapi nodes. Where
for the rigid pool system'?, the mapped and transmitted arc forces and the impermeability condition,

from equation (2.43), at the interface are:

Vi,j € I,LN]AVi=j = Hriérplaapi:>Ff_’j:—a(’l“i)k-’7'§: (3.37)
vi-nb = (3.38)
gh = mk / [—p + (Vo + V) -n))* dr; (3.39)

where nf and Tf are the unit normal and tangent vectors at node i at iteration k. Applying the forces

12Before the interface deformation treatment.
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from equation (3.37) to linear system (3.33) similar to Neumann conditions; and appending linear
system (3.33) with equations (3.38) and (3.39); the second linear system to solve in this coupling

algorithm becomes:

k-1 k

Too Top 7 Sv Ry '+ FF;
Tpw 0 0 op| =-— RE1 (3.40)
n; 0 0 ﬁnj Oj

3. The solution strategy discussed above presents the Dirichlet-Neumann method as it occurs at every
iteration of the rigid interface, fluid dynamics module. To help with the convergence of the non-slip
conditions at every global iteration k, a subcycling loop is applied to the scheme, where the coupling

occurs at subiterate m. The algorithm is schematised in flowchart 3.10 below: The subcycle counter

- Arc
-1 m
v F7;
"
Pool h—\
m—1
RN S 4]
ifm=3 v
....................... N _
oy = Z ™Il = [lo |
T L N
‘ i=j=1

c=r———————
[l + [lw=l

ifc<1%

Figure 3.10: Steps required to solve the Dirichlet-Neumann coupling algorithm. Superscript m is the
subcycle iteration counter.

m is limited to a maximum of 3 iterations, to help limit redundant calculations, and move on to the
next physics modules in the global algorithm. Thus, solving for stationary solutions, the limit is set
so that as k — Kciopal, 0u” — € and vF — ¢, satisfies and ensures a stationary solution, and the

kinematic and dynamic conditions at the interface I';4p.

3.6.2.2 A note on the stability of the interfacial velocities

The presented Dirichlet-Neumann scheme has been tested for stability for a wide range of welding config-
urations'?, and the velocities tend to converge to the no-slip conditions after a couple of iterations. Figure
3.11 presents the maximum velocity at I'pjgapi and Iapoapi as they converge rapidly with respect to the
algorithm global iteration number k. The displayed results are extracted from the same sample simulation

discussed in section 3.5.3. The convergence of the velocity profiles (at =~ 0.175 m-s~!) at both the LCptaapi

BDetails not discussed here.
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Figure 3.11: Maximum velocities at I'yjqiqp (black plot) and at I'gnoiap (red plot) interfaces as functions of
iteration number.

and I'gpoqpi sSubdomains is acheived quite rapidly, with their error dropping below 1 % in the first couple of
iterations. This provides the reader with a preliminary proof of the effectiveness of the Dirichlet-Neumann

coupling scheme in solving the momentum and mass transfer problem presented in this thesis.

3.6.2.3 The quasi-monolithic algorithm

The quasi-monolithic coupling scheme is a more natural'* scheme to solving the two-fluid problem. This
approach strongly imposes the interfacial conditions at the I'4p; interface. The scheme enforces the no-
slip, see equation (2.44), and impermeability conditions at every iteration k, unlike the Dirichlet-Neumann
scheme that imposes them weakly, and that can require subcycling to satisfy the physical interfacial con-
ditions. To apply the no-slip, and the arc and pool impermeability conditions numerically, the Lagrange

Multiplier technique is used [64], in:

No-slip:
uf —vh = 0 (3.41)
2
A= / [-P + u(Vu + Viu - SVl n)* dr; — / [—p + (Vo + VTv) - n)* dr;(3.42)
r; r,
Impermeability:
oFomt = (3.43)
C,k;j = nf . /F (n-[-p+ u(Vo + V7o) -n))k dr; (3.44)

J

The use of the word natural here is to describe a more mathematically consistent approach, where the entire fluid domain
is treated as one mathematical system rather than as two, as is done in partitioned methods.
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Assembling the monolithic system, first, linear systems (3.31) and (3.33) are concatenated.

Tyw Tup 0 0177 [oul® R,

TPu 0 0 0 5P o Rp

0 0 Tew Tpe sv| = TR, (3.45)
0 0 Tep Tpp 5p R,

The concatenation allows the momentum and mass conservation laws of the entire rigid fluid domain to
be solved simultaneously, without the need to transmit velocity and force fields from one subdomain to
another [78, 49, 16, 88]. Closing the system of equations in system (3.45), equations (3.41), (3.42), (3.43),
(3.44) are appended to it; where the monolithic scheme for the arc-pool fluid system for a rigid interface

becomes, at iteration k:

Muw Tup 0 0 Iy, 071" '[oul” R,

Tpe O O 0 0 0 5P Rp
0 0 Tvv Tpv —]Ig,j TLJ' ov _ Rv
0 0 Ty Tpp 0 O | TR, (3.46)
I3;, 0 —I3; O 0 0 Aij 0;,;

(0 0 mn; 0 0 0] [l L 05

Linear system (3.46) represents the monolithic scheme as it is applied at at every iteration for the rigid
interface, fluid dynamics module. Thus, solving for stationary solutions, the limit is set so that as k¥ —

KGiobal, 0u® — € and v*¥ — ¢, satisfies and ensures a stationary solution.

A note on stability:

As per the literature, monolithic methods have no instabilities associated with interface treament. This
makes the stability of the spatial discretisation of the system both necessary and sufficient in ensuring the
numerical stability of the algorithm. This is unlike Dirichlet-Neumann coupling, where stability depends
on spatial discretization, the coupling direction and other criteria [16, 27]. The reader might thus assume
that monolithic methods are to be preferred, however, monolithic methods can easily grow in degrees of
freedom and can rapidly exhaust linear solvers [88, 78, 16]. Partitioned methods like the implemented

Dirichlet-Neumann method are thus useful, but should be tested for stability thoroughly before use.

A note on the rigid interface and quasi-monolithicity:

The discussion up until now has only presented the treatment of the fluid dynamics problem as it occurs
for a rigid mesh. That is, both the Dirichlet-Neumann and the quasi-monolithic algorithms presented in
this section couple the arc and pool domains without considering the deformation at the interface. This,

motivates the presentation of the following brief discussions:

o Simulating welding using the fixed interface hypothesis, the unit normals n used in equations (3.40)
and (3.46) calculated at every iteration k' need only be assigned the initial rigid interface orientation,
Ninitial = (Nz,0, My,0, Nz0). No treatment of the rigid interface dynamics, nor deformation vector is
thus needed.

5Qr iteration m if subcycling occurs.
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e The coupling algorithms that have been presented until now implement the coupling at the rigid
I'4pr interface. This is because the treatment of the deformable interface problem in this thesis
is performed in a partitioned manner. This brings into context the notion of quasi-monolithicity
when working with deformable interfaces [78]. Effectively, the calculation on the rigid fluid mesh is
performed monolithically, where the interfacial forces are then transferred to the interface deformation

calculation.

3.6.2.4 Fluid interface deformation

The way the fluid interface at I'sps is treated in this thesis is based on the trial method!'®, which is
essentially a partitioned method [19]. Being a partitioned method, this approach is compatible with the
coupling schemes implemented in this thesis. The trial method consists of first solving for the Navier-
Stokes equations on a rigid mesh, and then solving for the interface deformation field h,, by looking for
its equilibrium state. Once h, is calculated it is used to deform the arc and pool meshes in a regularised
manner. It is noteworthy to state that the interface deformation is calculated at I'qpoqpi nodes and then
mapped to the I'yjuqp nodes (see figures 3.8, 3.9). The following cases discuss the arc and pool reaction

forces, as per the coupling scheme is used:

e Dirichlet-Neumann:
If linear systems (3.36) and (3.40) are solved for, the translation of the arc forces at I'piqapi 10 Ianoapi

is done in the same way represented by figure 3.9. The arc and pool forces at node j becomes:

k _ Nk k
Farc,n,j - _a(rl) LY

k _ k
Fpool,n,j - T Fny

e Quasi-monolithic:
If linear system (3.46) is solved for, the translation of the arc forces at I'pgapi t0 T'anoapi is done in

the same way represented by figure 3.9, the arc and pool forces at node j becomes:

Firc,n,j = _()‘(rj)k ’ ’I’l?) + Cﬁ]
k k
Fpool,n,j = _an

where once Fyren,; and Fpoo p ; are calculated, they are added to the sum of normal forces at I'4py, in:
Raynj = (Farenj = Fpoolmj — Foj — Fgj)- 2 (3.47)

where Rgy, ; is the dynamic residual vector defined at j, projected along the vertical axis!?. This projects
the deformation vector ® to the vertical axis, making the deformation field to calculate for the h, field
[61, 60]. Furthermore, to ensure the closure of the dynamic system of equations, the volume conservation

equation at the interface, imposed similarly to a Dirichlet boundary condition, is numerically formulated

6The term "trial method" is that used in the article this technique is adapted from [19].
"What is meant by the "vertical axis" is the unit normal of the initial configuration of the interface, before deformation.
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as:
L
Rrm = (D_VI)—Wo (3.48)
=1
1
_ . A4
Vl dim(Rn) /1“1 r-n th dFl (3 9)

where R}, is the kinematic residual vector, V; the volume of element [ for L elements at the interface, and
where Vy = (Zle Vl)k’:o, being the initial pool mesh configuration volume. The solution strategy used to

solve the interface deformation problem is the following:

1. The interface deformation problem is linearised, as before, using the quasi-Newton method, to give

the following system of equations:

k-1 k k-1
oo Miop, | |Ohs| " _ | Rayn (3.50)
My, n, 0 (0 ; '

where the details of the tangent matrices are presented in C.

2. After solving for the deformation field h’;j, defined at the I'gpoapi Subdomain, the field is transmitted
to the geometrically intersecting nodes at ¢ of the I'y44p; subdomain. Referring to figure 3.9, the

deformation field is copied to h’;,i, in:

Vi,j € [1LLN] A Vi=j=37; € Tanoapi = hi; = hs(r;)" (3.51)

3. With the calculated deformation vector loaded at the interface nodes, the arc and pool internal el-
ements, at Qg and €., need displacement, following the deformation of the interface I'yp;. To
this end, a mesh regularization method is used, as adapted from Huang [34]. The basic principles of

this method are presented in the following:

For every internal element'® Q,,, an element energy is associated to it, described by:

Em: m1+Em2 (352)
where:
B = [ [ml0enpnie) ] © derlh] de,
By = (1—0)n"% /Q [ det[GT][M}[G]] C o,

where 0y is a weighting factor chosen to be 0.5, and [G] is the Jacobian of the geometric trans-
formation between element QF~! and a reference element QF at iteration k, and [M] is the target

metric tensor, and n = dim(R"), and vy = 2 representing the method norm. The mesh displacement

8 An internal element is an element defined within the domain in question and is different to a boundary element.
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method used in this thesis does not look to adapt the mesh, rather, only to regularize it w.r.t the

interface deformation field {h.}. Thus, the target metric tensor is:
[M] = ([Gol[G5])™ where  [Go] = [G]*™"

which constrains all element deformations at iteration k£ to be similar to the initial rigid element at
the start of the calculation at k = 0. The first element energy contribution E,,;'? of equation (3.52)
controls the regularity of the element, while the second contribution FE,,2 controls the volume of the

element. The internal element displacement fields are calculated at every iteration k, by:

a) Calculating the node displacement field vector {6 X pool}k of the pool domain by setting, and

constraining the system with h, ; at the I'gn00pi subdomain, for E,, € Q00

9%E,, L kol sx. 1k OE,, 1% !
X2, 7 Pl = | DX oo (3.53)
1j 0 19] 5hz J

once {0X pool}k is found, the pool nodes are displaced by a simple mesh position update
{Xpool}k = {Xpool}k_l + {5Xpool}k
b) Calculating the node displacement field vector {§X 4..}* of the pool domain by setting, and

constraining the system with h.; at the I'yqqp; subdomain, for Ej, € Q4.

PEn 1" 1sx TF OB, 1+
ox:2. [ 79?”"01 = — | 0X are (3.54)
1i ! 2,1

once {6 X 4rc}* is found, the arc nodes are displaced by a simple mesh position update { X 4pc}* =
{Xarc}kil + {5Xa7“c}k

The presented mesh deformation and regularisation method discussed is generally adapted to the parti-
tioned schemes used in this work. Moreover, the method strictly conserves volume throughout the interface
deformation calculation, because of the mass conservation constraint (3.48) imposed onto linear system
(3.36). A representation of interface deformation, node displacement and regularization algorithm is pre-
sented in figure 3.12. Figure 3.12 (a) presents the rigid mesh where a 2D axisymmetric spot calculation is
performed, whereas (b) presents the deformed mesh as it is influenced by the fluid interface dynamics. The
displayed meshes are extracted from the same sample simulation discussed in section 3.5.3 and 3.6.2.1, but

with an artificially magnified arc pressure (Fl,n x 15) for visualisation purposes.

3.7 Convergence criteria

Seeing as all the algorithms used to approximate solutions to the non-linear equations on the finitely sized
meshes of this work are limited to their discrete nature, finitely sized convergence criteria are necessary. In

multiphysics problems, an approximate solution is considered converged once the residuals or the increments

9Named the harmonic energy by Huang [34]



(a)

Figure 3.12: Red mesh Qcq;, green €4, blue Qg0 and red contour 0€p.,. (a) Rigid mesh with the melt
pool contour. (b) Deformed mesh with melt pool contour.

of the key primal variables become sufficiently small. The definition of "sufficiently small' depends on the
application and on the problem requirements. In general the sufficiently small criterion is based on the
idea that a solution is considered converged once the calculated approximate solutions no longer vary per
iteration in a simulation. The convergence criteria used in this thesis are based on the increment size of
the variable in question. Furthermore, a different set of convergence criteria are defined for the 2D and
3D simulations of this work. This criteria for 3D simulations are less stringent so as to reduce calculation
time. Therefore, to be able to monitor the convergence trends of a simulation, a set of key variables are
used to calculate the increment at every global iteration. The increments of the voltage, temperature, arc
and pool velocities and the interface deformation variables are calculated using the following:
Tk _ k-1 o wk — uk1 oF _ okl hk — pk-1

sob = L gk _ pub =% 0 sk =  ohk =
’ o ’ Whael R (..

]
| ¢ma:v maxr max

(3.55)

The increments seen in the set of equations (3.55) are calculated at every global iteration k. The increments
are compared at every k to the defined convergence criteria. The defined convergence criteria for 2D and 3D

simulations are presented in the table below: These criteria are used throughout the entirety of this thesis

6¢m7,n 5Tmzn 5umin 5vmzn 5hzmzn
D | 1x107*[1x107%[1x107%|1x103[1x10%
3D [1x1074 [ 1x103 | 1x102 | 1x103]1x103

Table 3.1: Convergence criteria used in this work.

unless otherwise stated explicitly. As a final note, a convergence criterion for the magnetic field module is
not used because of the linearity of the magnetic system of equations. This means that during a simulation,

the magnetic field increment 6 B generally follows the convergence trend of the voltage increment d¢F.
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3.8 Summary

The different physics modules implemented in this multiphysics TIG welding model serve to simulate the
dominant phenomena as they are modelled in this thesis. A mix of numerical techniques and algorithms
are used to look for stationary solutions to the global model. Moreover, this chapter proposes a novel
coupling algorithm to solve for a mixed heat equation in the global model. The fluid dynamics module is
also discussed in detail, where a domain partitioned method and a quasi-monolithic method are discussed
and coupled to an interface deformation algorithm. This chapter is concluded with a flowchart summarizing
the physics modules as they interact with each other in the algorithm, schematised in figure 3.13, as it is

developed to solve the global physical model.
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Figure 3.13: Algorithm of global model. Each block represents a physics module, and the modules developed
in this thesis are schematised in further detail. Dashed arrows represent data flow from iteration k — 1,
and the solid arrows, data from iteration k.






Chapter 4

The influence of cathode geometry on
TIG arcs

Understanding is the reward of faith. Therefore, seek not to understand that you may believe, but believe

that you may understand.

Saint Augustine of Hippo
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4.1 Introduction

In this chapter, the study and analysis of the sensitivity of a TIG arc to the emitting cathode geometry
is studied and discussed. A 2D axisymmetric TIG Spot configuration is set up and the cathode tip
parametrised, and the thermal and dynamic responses of the arc analysed. Although cathode tip geometry
is known to influence arc-plasmas, a thorough quantification of the Lorentz phenomenon, which is the
dominant source of momentum in the fluid flow of TIG arcs has not been strongly investigated. Therefore,
a numerical parametric study is performed at a constant inlet electric current and arc height, for different
cathode sizes and shapes (pointed, chamfered and rounded tips), parameterised by the truncation angle
and tip radius. A characterisation, quantification and an analysis of the influence of tip geometry on TIG
arcs and the workpiece is presented. However, to reduce computational costs and to isolate the influence

of the cathode onto the arc, the workpiece is modelled as a solid copper anode.

4.2 Geometric configuration

This section presents the problem geometry for a TIG Spot configuration and its parametrisation, assuming
a rotational symmetry, as sketched in figure 4.1. The model accounts for a cathode, arc plasma and anode,
in which both electrodes are assumed to remain in their solid state to highlight the behaviour of the
arc plasma as a function of only the cathode geometry. So, the arc height is set to a constant value of
10 mm throughout the study. The parametric study is concerned with the effect of the variation of the
cathode geometry at its tip. The considered shapes are a pointed cathode (PNT), a chamfered one (CHF)
and a rounded (RND) one. The cathode is modelled as solid thoriated tungsten (2% Th), the arc as an
argon plasma and finally the anode as a solid copper piece. The geometry of the cathode is parameterised
between the segments [AZ], [ZG], [GF], with tip truncation angle «, radius at the tip 7,;. The range of the
parameters are: a = [15°, 20°, 25° ,30°] and 7;,; = [0.15 mm, 0.3 mm, 0.6 mm]. Figure 4.1, b) presents
a superimposition of the three considered cathode shapes. The axis of symmetry in figure 4.1 a) and b) is
indicated by the dashed lines with dots. The parameterisation of the geometry yields a total of 28 cases
for the present parametric study. The widths and heights of the computational subdomains .4, €2y, and
Quno are kept constant throughout the study. The geometric parameters of the cathode are presented as
follows (cf. figure 4.1):

heatt + heatz = 10 mm 74 = [0.15 mm, 0.3 mm, 0.6 mm] « = [15°, 20°, 25°, 30°] B. =90 —

2 — Tint T
hcatl = tan:; (41) Tint,rnd = m (42) Tint,chf = Tint (43)
for all cases chamfered case

rounded case

4.3 Boundary conditions

The imposed boundary conditions for the partial differential equations used in this study are presented in
table 4.1, where the boundary conditions are gathered relative to the equations to which they apply. The

segments where the boundary conditions are imposed are based on the schematic presented in figure 4.1.
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Figure 4.1: Sketches of the geometric parametric study. a) The computational domain. b) A close-up view
of the three considered cathode shapes, superimposed.

where, the applied inlet electric current jimp at segment [EF] is imposed in the following manner:

imp

I'er

/[EF] jimp 'n dFEF = Iimp with Iimp =200A — jimp =

and where the electric problem is approached as a fixed current circuit (at 200 A), from which the voltage
is calculated. Regarding the thermal boundary conditions, the zero diffusive flux condition is used to apply
both a symmetry condition along boundary [EH| and an exit condition along boundary [DC]. The imposed

temperature is chosen based on that used by different authors [33, 30].

4.4 Material properties

The thermophysical and electric properties of the solid tungsten cathode, the argon plasma and the solid
copper anode are assumed to depend only on temperature. The thermophysical properties (p, 1, A and
¢p) and the electrical one (0*) are drawn from Brochard’s PhD [13], and reported in appendix A for

self-consistency of the present paper.

4.5 Discretisation and meshing

This subsection discusses the chosen discretisations used for the different primal variables, the different
meshes used and the spatial convergence of some key variables that the arc model solves for. The discussed
mesh dependent variable of interest is the arc velocity. Once an appropriate mesh is identified, it is used

for similar configurations throughout the rest of this section.
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Electric

6=0 [HI]

—oV¢p-n=0 [EA] U [AB] U [BH] U [IC] U [CD] U [DF]
—oV¢-n = Jimp | [EF]

Heat transfer

T =1000K [EF] U [FD] U [CI] U [TH]
—“AVT -n=0 [EA] U [AB] U [BH] U [DC]
Magnetic

B=0 [EA] U [AB] U [BH]
Momentum

u-7=0 [AB] U [BC]

u-2=0 [BC]U [CD]
(0-m)-7=0 [FD] U [CD]
(c-m)-2=0 [FD] U [AB]

Table 4.1: Applied boundary conditions (cf. figure 4.1).

4.5.1 Discretisation

The primal variables (¢, T, B, u) are discretised using (Q2, P2) elements, while the temperature depenen-
dent physical parameters (o, A etc...) and the pressure variable P are discretised using (Q1, P1) elements.
The choices of element discretisation per physical variable and coefficient are presented and summarized
in table 4.2.

Interpolation Elements

(P, o, A\, etc...) — Q1, P1

(¢, T,B,u) — Q2, P2 ’ .

Table 4.2: Table of used elements and the variables associated to them.

4.5.2 The different meshes

Three meshes have been generated for each case, a coarse, intermediate and fine denoted as M1, My and
M3, respectively (cf. figure 4.2 that presents M; and My of the PNT « = 15° case). The unstructured
meshes are built with both triangular and quadrilateral elements, having 7 and 9 nodes each, respectively.
The high element density zones in the meshes are generated in regions where high gradients are expected,

namely close to the cathode tip, symmetry axis and the API. Table 4.3 shows the number of elements
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used for each of the three meshes studied in this article. The number of elements of the three meshes are
approximately the same, except for the sharpest cathode geometry, the PNT « = 15° case.
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Figure 4.2: The meshes for the PNT a = 15° case. a) M;: coarsest mesh with 15,487 elements b) Ms:
finest mesh with 42,089 elements. The red, green and blue zones represent the meshes of the cathode,
arc-plasma and anode, respectively.

PNT PNT CHF, all 7n; | RND, all 7y
15° 20° < @ < 30° | 15° < a < 30° | 15° < a < 30°

M || = 15,487 | ~ 4,000 ~ 3,500 ~ 3,500

M, || = 22,786 | ~ 7,000 ~ 7,000 ~ 7,000

M; || = 42,089 | ~ 13,500 ~ 14,000 ~ 14,000

Table 4.3: The approximate number of elements of the 3 meshes used for all studied cases.

4.5.3 Spatial convergence

A formal discussion on spatial error is out of the scope of the present study, owing to the use of unstructured

meshes [69]. However, I have estimated the spatial discretisation error thanks to 4.4:

relative difference = <1 - %) -100 (4.4)

M3

that takes into account the field values faq, and faq, at the mesh nodes of meshes My and M3, respectively.
Starting from M, I refined the meshes until the main primal variables of the model (¢, T, u) dropped
their relative difference values to < 10%, reaching M3s. As the velocity field is the most mesh sensitive
quantity, it is plotted in figure 4.3 along the symmetry axis for the various meshes and three different

geometric configurations. One can observe a satisfactory convergence of the results when refining the mesh

from My to Ms.
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Figure 4.3: Velocity profiles for the three meshes considered and various cathode shapes. Legend: the first
number indicates mesh number, the second one the truncation angle (in degrees) and the third one the tip
radius [mm]|. The axis origin is at the API.

4.6 Discussion and results

This section presents the results of the parametric study and their analysis for an arc height of 10 mm and
a input electric current of 200 A. I discuss from a physical point of view, the obtained results (influence of

electric intensity on transported quantites, arc pressure and shear, heat flux).

Physical discussion

In this parametric study aims the magnetic pinching effects induced by the studied geometries of the
cathode tip are highlighted. The cathode, arc plasma and the anode are all taken into account in the
present model. However, both electrodes are assumed to remain in their solid state. The simplified electric
model at the electrode-plasma interfaces allows for a reduction of the computational cost, meanwhile
achieving a satisfactory physical representativity. This enables us to account for the geometric effects of
the cathode onto the induced electric current density. The arc height of the configuration has been chosen
such that the electrical effects at the API become invariant with respect to the studied cathode geometries.
Furthermore, to achieve a good trade-off between an acceptable physical representativity and an affordable
computational cost, we have used a purely conductive model in the anode. This aims to model the thermal
and electrical sinks in a very cheap way. However this modelling choice infers that any reference to the

thermal field in the anode is unrealistic.

4.6.1 Influence of cathode shape on arc behaviour

The Lorentz force f;,, is the leading momentum source term in TIG arcs [13, 33, 82], so any modification
to this force translates into the behaviour of the arc. The geometry of the cathode tips strongly influences
the current density at the CPI, as shown in figure 4.4, which presents the electric current density jopr

along the curvilinear abscissa at the CPI. The sharper the cathode tip, the more intense the current density
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profile near the tip, with the maximum current density value rising more than one order of magnitude as

compared to the other cases. The different current densities along the CPI result in strongly different
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Figure 4.4: The calculated jopr for the 3 sharpest cathode cases vs. the curvilinear abscissa along the
CPI, where the origin is placed at the tip. The legend lists the geometry type, truncation angle and tip
radius, respectively.

Lorentz force fields in the arc, as displayed in the top row of figure 4.5. The computed norm of the Lorentz
force is mapped in the vicinity of the cathode tip for the PNT a = 15° and the RND «a = 20°, r;,; = 0.6
mm cases. For the pointed case (cf. figure 4.5 top left), the Lorentz force is more than one order of
magnitude higher than that of the rounded case (cf. figure 4.5 top right). Furthermore, the volume on
which the intense Lorentz force acts on the arc is also much higher for the pointed case. This change in the
Lorentz force accordingly influences the velocity field magnitude in the arc-plasma as is seen in the lower
row of figure 4.5. In fact, the magnitude of the velocity field rises 2.8 times from the rounded to the pointed
cases presented. This results from the intense magnetic pinching effect of the arc at the sharply pointed
tip, which leads to a stronger acceleration of the arc in the direct vicinity of the cathode tip. Therefore,
the sharper the cathode tip, the higher the constriction of the arc due to increasing Lorentz forces. These
effects translate into higher transported heat flux values and imparted stresses at the anode. We note that
the considered pointed cathode configurations are ideal geometries and are physically unrealistic. This is
due to geometrical singularities at the tip [37], and this results in temperatures beyond the melting point of
tungsten (Tineiting = 3680 K) in its vicinity. This is represented in figure 4.6 where the temperature profiles
at the cathode symmetry axis for the sharpest and bluntest cathodes are plotted. However, although
the pointed cathodes are physically unrealistic, they correspond to an extreme geometric limit of cathode
shapes. Being the upper limit of cathode sharpness, the pointed cases set the bound on the behaviour of the
implemented physical model; while the bluntest chamfered and rounded cases set the lower bound. Thus,
studying the physical model at the geometric extremes, the behaviour of the model at any intermediate

cathode geometry can be understood.
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Figure 4.5: Contour plots of norms of Lorentz force (top row) and velocity field (bottom row) around two
different cathode tips. PNT a = 15° (left column) and RND a = 20°, r;p; = 0.6 mm (right column) are
presented. Lorentz force scale is in [N-m ™3] and velocity field in [m-s™1].
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Figure 4.6: Temperature profiles at the cathode symmetry axis. Graph origin is at the cathode tip.

4.6.2 Influence of the cathode shape at the plasma-anode interface

To better understand the underlying mechanisms at play in this parametric study, I discuss how the heat
flux and mechanical stresses act at the API. Three heat transfer modes make up the total heat transferred
to the anode at the API, and they are made up of a diffusion, radiation and an electronic absorption term.
Their computed profiles along the radial direction at the API are presented in figure 4.7. Integrating the
corresponding fluxes over the API, the radiated heat power is about 65 W while both the heat powers by



4.6. DISCUSSION AND RESULTS 79

x107
4.0

—¥—dano
3.5 —#—dpla—-ano
—%— SAbs

Flux (W.m 2)

5
0.0 0.5 1.0 1.5 2.0 2.5 3.0 3.5
r (m) x10~

Figure 4.7: Heat transfer modes at the API for the RND « = 30°, 4,y = 0.6 mm case. Negative values
represent the heat flux leaving the anode, and the positive one, entering it.

electronic absorption and the conducted heat from the plasma are of the order of 10> W. These trends
are found for all studied cases and not just for the presented case. This implies that only the electronic
absorption and conducted heat terms play a dominant role in contributing to the heat flow at the APIL.
Therefore, the total heat flow absorbed by the anode is dominated by both the electronic absorption and
conducted heat terms. The electronic absorption term, being directly proportional to the electric current
density at the API, varies proportionally to the j4p; profile. Furthermore, because the conducted heat at
the API is influenced by the advection of heat in the arc, it increases as the advection in the arc rises. This
is due to the large Peclet number in the arc, (Pe ~ 10?) as estimated for the studied cases (Pe = LU/ay,
for Lare = 10 mm, U ~ 10?2 m-s™!, ag ~ 1073 m?-s7!). Consequently, a rise in the Peclet number of the

arc increases the integrated conducted heat from the plasma to the anode, as is presented in figure 4.8.
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Figure 4.8: Heat flux transferred to workpiece across the API versus maximum Peclet number in the arc.
The color key groups cathodes of same angle, while the marker key groups cathode shape and tip size.
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The rise in conducted heat as a function of arc Peclet number is essentially a rise in the transported heat

of the arc as a function of cathode tip sharpness.

In the following subsection, I have quantified the influence of the cathode geometry on to the physical

quantities of interest at the API (arc pressure, arc shear stress and the total heat flux to the anode).

4.6.2.1 Transported quantities at the plasma-anode interface

The impact of the variability in the Lorentz forcing of the flow is directly seen in the arc velocity profiles,
where the velocity fields get stronger as the cathode tips get sharper. The direct influence of cathode
sharpness on arc velocity is presented in figure 4.9, where the maximum arc velocities are plotted as
functions of truncation angle and tip size. This significant rise in maximum arc velocity with tip sharpness

significantly influences the pressure, shear and heat flux profiles of the arc at the APL
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Figure 4.9: Maximum arc velocity versus truncation angle (in degrees) and tip type.

To quantify the variability in the stresses and heat flux profiles at the API, two analytical functions are used
to simplify the discussion. The functions are fit to the profiles of interest at the API similarly to Alvarez
et al. [21]. However, I use simpler (less parameters) analytical fits, motivated by the work in [42, 45, 61].
The heat flux gun, and the pressure P at the APT are fitted with the following Gaussian distribution:

2

FQQ) (4.5)

9(T) = Gmaz exp (
The shear stress 7 at the API is fitted with a scaled Weibull distribution as follows:
Lok—1
k -1
w(r) = Wmas Ku(k ﬁ 1) ] P {k ko <§;>k] (46)

The functions are fit by centering them at the maximum values of the profiles ¢maz, Pmaz, Tmaz and by
constraining the integrals of the fitting functions to the integral heat and force values. The widths of the
numerical profiles are quantified using the variance o4 of equation 4.5 and the scale \,, of equation 4.6.

The shape parameter k of equation 4.6 dictates the shape of the Weibull distribution.
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The variability in the magnetic pinching effect as a function of tip sharpness translates to significant
variability in the transported arc quantities at the API. Between the bluntest and the sharpest cathodes,
the maximum pressure P,,,; and shear stress T,q.. at the API increases ~ 3.5 and ~ 4-fold, respectively,
while the maximum heat flux ¢4, increases ~ 1.7-fold. Moreover, as the maxima rise with respect to tip
sharpness, the widths of the pressure, shear and heat flux profiles consequently drop. The widths op, A;
of the pressure and shear profiles at the API drop =~ 1.6-fold, while the widths o, of the heat flux profiles
drop =~ 1.3-fold between the bluntest and sharpest cathode tip. As the stress profiles intensify with cathode
tip sharpness, the total imparted integrated pressure and shear forces increase =~ 1.5-fold and ~ 1.8-fold
respectively. The total heat flux into the anode increases =~ 1.2-fold. These trends are visualized in figure
4.10. The numerical profiles and the fitted functions to the normalized pressure, shear stress and heat
flux variables are presented for the PNT a = 15° and the CHF «a = 30° r;,; = 0.6 mm cases in figures
4.10 a), b) and c), respectively. The integrated pressure and shear forces are plotted in figures 4.10 d),
e) and the integrated heat flux into the anode in f). The maxima and the fitted widths of the pressure,
shear and heat flux values of all the simulated cases in this study are presented in figure 4.11. Figures
4.11 a) and b) present the maxima and Gaussian variance of the fitted pressure profiles; figures 4.11 c¢)
and d) the maxima and Weibullian scale of the fitted shear profiles; figures 4.11 e) and f) the maxima
and Gaussian variance of the fitted heat flux profiles respectively, of all simulated cases in this study. The
shape parameter k is approximately constant for all Weibull distributions fitted to the shear profiles, with

~ 1.4. The variability of the electric current density profile jap; at the API is calculated to be weak for
a 10 mm arc. The japs profiles across different cases is negligible where the maximum current densitiy

Jmaz and the fitted Gaussian widths o; are seen below:

2.85 x 10° < e <3.11 x10° [A-m™? (4.7)
320 < 0; < 3.34 [mm] (4.8)

The sharper the geometry of the cathode tip, the more energy and momentum is transported by the arc
from the cathode to the anode. These trends are captured by our model because the cathode is included in
the calculation domain. Thus the geometry of a cathode requires attention when setting up a TIG welding

configuration for simulation.
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Figure 4.10: a) Normalized Gaussian fits and pressure profiles; b) normalized Weibull and shear stress
profiles; ¢) normalized Gaussian fits and heat flux profiles for PNT « = 15° and CHF « = 30°, 7, = 0.6
mm cases. Black solid lines and red dashed lines indicate the fits calculated profiles, respectively. Axes are
non-dimensionalized w.r.t PNT « = 15° case. d) The integrated pressure force; e) the integrated viscous
shear force; f) the integrated heat flux versus cathode geometry.
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Figure 4.11: a) Maxima of pressure profiles; b) Gaussian variances of fitted pressure profiles; ¢) maxima
of shear profiles; d) Weibull scales of fitted shear profiles; e) maxima of heat flux profiles; f) Gaussian
variances of fitted heat flux profiles versus truncation angle (degrees) and tip type.

4.6.2.2 Analysis of the obtained results

This study assumes a solid anode so as to isolate the effects of cathode tip geometry onto TIG arcs. The
use of a solid anode maintains a constant arc height unlike in actual welding conditions which leads to a
deformable melt pool in the anode domain [61]. By solely increasing the sharpness of a cathode tip, the
momentum and heat transported by a TIG arc increases. Referring to the figures 4.10 and 4.11 I note that

the maximum stresses and the heat fluxes at the API increase roughly 4 and 1.7 times, respectively, from
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the bluntest to the sharpest cathode tips. This variability is significant and important to capture in TIG
welding simulations, as is already reported in the literature on experimental observations [40, 74, 54, 71, 86].
Therefore, when setting up numerical simulations, one should pay attention when accounting for cathode
shape in the model. Indeed, it appears that in some early numerical studies the sensitivity of the momentum
and mass equations to the magnetic pinching effect is overlooked [33, 30, 9]. With the Lorentz force being
the main source of momentum in the arc-plasma, any variation in this force translates into a variation in
the velocity field, as is presented in figure 4.9. Furthermore, the variability of the Lorentz force is directly
due to its sensitivity to the electric current density in the vicinity of the cathode tip. From figure 4.4, 1
note the sensitivity of the electric current density to the geometry at the cathode tip. This sensitivity is
captured by the explicit inclusion of the cathode into the calculation domain. The sensitivity is due to the

Vo|r.p, term that increases in intensity as the tip geometry gets sharper [26, 37].

For the considered arc-plasma of a 10 mm height and 200 A inlet current, the calculated variability in
the heat flux transported to the API is dictated by the variability in the conducted heat term gpiq—ano-
This is because the variability in the electronic absorption term saps at the API is negligible due to the
arc becoming relatively insensitive to the voltage field near the anode. This insensitivity implies that the
electric current density once it reaches the API becomes roughly constant, as shown in the inequalities (4.7)
and (4.8). The calculated conducted heat flux gpjq—ano varies with the sharpness of the cathode tip due to
its dependence on the advected heat of the arc. Referring to figure 4.8, it turns out that the transferred
heat flux to the anode depends on the Peclet in a quasi-linear way. Therefore, the magnitude of the arc
velocity, which depends on the Lorentz force and consequently on the cathode geometry, strongly influences
the heat flux at the API.

Although variability is calculated in the transported quantities across most studied cases, negligible
variation is seen between simulations of the CHF and RND type; as is observed in figures 4.8, 4.9, 4.10,
4.11, where their results overlap. However, although the electric current density locally differs between the
CHF and RND (cf. figure 4.4) this localized difference does not dominate the entirety of the profile, and
only makes up a couple of Amperes in electric current. Therefore, the Lorentz force resulting from the
CHF and RND cases are very similar, cf. figure 4.12, which presents the contour plots of the Lorentz force
in the vicinity of the RND and CHF cases at 7;,; = 0.3 mm, o = 15°.

F
< 1.63E+07
> 2.24E-12

1.00E+06

9.50E+05

9.00E+05

8.50E+05
8.00E+05
7.50E+05
7.00E+05
6.50E+05
6.00E+05
5.50E+05
5.00E+05
4.50E+05
4.00E+05
3.50E+05
3.00E+05
2.50E+05
2.00E+05
1.50E+05
1.00E+05

Figure 4.12: Contour plots of the norms of the Lorentz force around two different cathode tips. The RND
(right) and CHF (left) a = 15°, 4,; = 0.3 mm cases are presented. The scale is in [N-m~3].
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Furthermore, similar results are calculated for multiple cases at different truncation angles and radii.
This is observed in figures 4.8, 4.9, 4.10, 4.11. This weak variability between the cases is attributed to a
quasi-equivalence in the total power of the Lorentz force to drive flow in the arc-plasma. The total power

is defined by:
P = / w- fp, d0 (4.9)
Q

pla
where P [W] represents the total power in driving the fluid flow. The power of the Lorentz force for all sim-
ulated arcs in this study is presented in figure 4.13. Referring to the figure, the cases with quasi-equivalent
power values are encased by a specific black marker (circular, triangular and rectangular markers). Pro-
vided that the integral power of the Lorentz force is similar, the resulting transported quantities at the

API will also be comparable, irrespective of the cathode shape.
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Figure 4.13: Mechanical power of the Lorentz force in the arc versus cathode geometry. Each black shape
groups cases that have quasi-equivalent power values.

4.6.2.3 Voltage drop and arc efficiency

The voltage drop across the TIG circuit is calculated by imposing a constant current at the input boundary
of the cathode. Figure 4.14 presents the voltage drop across the entire domain versus cathode geometry.
The voltage drop increases w.r.t increasing tip sharpness. This proportionally increases the total energy
available in the circuit as Pejpeuit = [A¢ [W], with A¢ the voltage drop, and I the input current at a
constant 200 A. The voltage drop as a function of « and r;,; is presented in figure 4.14. The more the
electric power is pulled by the circuit, the more the heat is deposited at the anode. Correspondingly, figure
4.10 (d) shows that the sharper the cathode tips, the larger Qun, is at the work piece. The ratio of the rise
of energy deposited by the arc and power pulled into the circuit is quantified by calculating the efficiency 7
of the circuit. The equation used to calculate the circuit efficiency takes into account the source and sink
terms injected at the interfaces at both the CPI and API is:

Qano
Pcircuit + f [SAbs — SEmi T+ SNeu] dar

n= x 100% (4.10)
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Figure 4.14: The voltage drop versus the different cathode geometries.

see subsection 2.5.3.3 for details about the source and sink terms. Although the thermal and dynamic
performance of the arc w.r.t truncation angle and tip radius displays variation, the arc efficiency is largely
independent of the cathode shapes studied in this work. A maximum difference of ~ 3% is calculated
across all cases, for 656% < n < 68%. This is due to a good positive linear correlation between @Quno, and

P.ircuir w.r.t tip sharpness.

4.6.3 A discussion with respect to similar works

In this section the results of the present study are compared to those found in the literature on both

numerical and experimental works.

4.6.3.1 Comparison to simulations

The first comparison is performed with a numerical study from Goodarzi et al. [30], in which a wide range
of truncation angles', ranging from 4.59° < o < 75°, were considered. Instead of incorporating the cathode
into their calculation domain, they imposed an electric current density at the cathode tip as a boundary
condition. The electric current density is imposed using spot areas experimentally estimated by Haidar et
al. [32]. Figure 4.15 a) sketches the electric current density distribution as imposed at the cathode tip in
Goodarzi’s work, and the one resulting from the computation from the present model.

The magnitudes of the main variables of the TIG arc system are presented in table 4.4 for both the
Goodarzi et al. study [30] and ours. Comparing the maximum heat flux pulled into the anode between
the bluntest and sharpest cases, Goodarzi et al. calculated negligible variation (=~ 0.15%), whereas the
computed results reveal a = 1.7-fold increase. Moreover, referring to the maximum arc velocities, pressures
and shear stresses, the values calculated by Goodarzi et al. vary significantly less than ours. Furthermore,
I note that the electric current density, at the cathode tip, is quasi-constant for the range of cases studied
by Goodarzi et al.. Indeed, as previously stated, the electric current density in the vicinity of the cathode

tip directly influences the Lorentz force. Therefore, a lack of variability in the electric current density

!They assign values to the cone angle, whereas in the present work, the half angle is used.
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translates into negligible differences in the transported quantities of the arc. For ease of comparison and
due to the fact that the spot size is the critical boundary condition in Goodarzi’s work [30], the cathode
spot area sizes of this study are estimated. I define the spot size as the zone where 150 A of current passes
through the cathode. The estimated spot areas are presented in figure 4.15 figure (b), along with those
from Goodarzi [30] and Haidar [32]. The variability of the spot sizes w.r.t truncation angle, tip radius
and shape shows a &~ 3 fold maximum variation in area size. Moreover, the estimated spot areas do not
exceed 2.4-times the values used by Goodarzi et al.. Thus, the variability calculated in the estimated
spot areas is not sufficient to explain the ~ 1000-fold (see table 4.4) ratio that I obtained in the electric
current densities between the bluntest and sharpest cathode tips. Therefore, I deduce that the spot area
boundary condition method used by Goodarzi et al. is not adapted for the capturing of the variation of
electric current density at the tip. Indeed, the spot areas are incapable of capturing the local behavior at
the cathode tip, because the spot is interpretable as an integral quantity; masking any local j gradients
that can influence the Lorentz force of the arc flow. Thus, the spot area boundary condition method is not
adapted to capturing the influence of tip sharpness onto TIG arcs. Thus, the necessity to account for the

cathode geometry in the computational domain when modelling TIG arcs is highlighted.

Variable JOPImaz [A-mm™] Gmaz [W-mm~—?] Upmaz M5!
Case Bluntest | Sharpest | Ratio | Bluntest | Sharpest | Ratio | Bluntest | Sharpest | Ratio
Goodarzi [30] | ~ 200 ~ 200 1 39.30 39.84 1 398.9 413.8 1.04
This work 40 30000 750 27 45 1.7 170 470 2.8
Variable Praz [Pa] Tmaz [Pa]
Case Bluntest | Sharpest | Ratio | Bluntest | Sharpest | Ratio
Goodarzi [30] 850 1078 1.3 125 150 1.2
This work 267 935 3.5 34 139 4

Table 4.4: Characteristic results from Goodarzi et al. [30] and from the present study.

4.6.3.2 Comparison to experiments

In this subsection, I compare the calculated results to several experimental studies that deal with the
influence of cathode tip sharpness on to TIG arcs. Mills et al. [54] note the 4-fold increase in maximum
arc pressure as the cathode tip truncation radius decreases to r;,; = 0 for a constant tip truncation angle
of @ = 15°. Furthermore, the maximum arc shear stress rises similarly with the arc pressure for typical
TIG arcs. Tsai [86] observes that the maximum heat flux transported to the anode increases 1.2-fold as
the truncation angle is sharpened from o = 30° to o = 15°. Petrie et al. [87] observe for a 10 mm and
200 A arc, that the maximum arc velocity dropped 2-fold between their sharpest and bluntest cathodes.
Consequently they note a = 3.5-fold drop in the measured maximum arc pressure. They claim a 1.3-fold
drop in the conducted heat flux as their cathode tip sharpness drops. Sadek et al. [71] observe a ~ 4.5-fold
rise in the maximum arc pressure as the cathode tip radius tends to 7, = 0 mm. Concerning the total drop
voltage, a brief comparison with the experimental results from Chihoski [17] is performed, for which two
of his studied trunctation angles correspond to ours (o = 15° and 30°). The total drop voltage is reported

as it is calculated explicitly using the one-specie, one-temperature model (This work a)) along with the
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Figure 4.15: a) Schematic representations of electric current emission zone for Goodarzi’s cathode, and
ours. b) Estimated spot areas in this study, those used in Goodarzi [30] and those from Haidar [32] versus
cathode geometry. The error bars from Haidar’s work are not displayed.

corrected value that accounts for the voltage drops across the CPI and API (This work b)), according to
the method used by Tanaka et al. [82]. The general trends are well reproduced by the current model,
with an agreement from 0.5% up to 7%, for the bluntest to sharpest cases, respectively. Nevertheless, the
experimental setups used by the cited authors do not exactly correspond to the configuration used in this
numerical study (different arc heights and tip truncation radii). To better validate the numerical model,
supplementary experimental studies are recommended. The discussed results borrowed from the literature

are summarized in table 4.5 and compared to the trends calculated in this work. From the quantitative

Variable Max. pressure [Pa] Max. shear [Pa] Max. heat flux [W-mm 2]
Case Bluntest | Sharpest | Ratio | Bluntest | Sharpest | Ratio | Bluntest | Sharpest | Ratio
Mills [54] ~ 390 ~ 1470 | ~4 — — ~ 4 — —
Tsai [86]  — — i ~ 27 ~ 32 ~ 1.2
Petrie [87] | ~400 | ~ 1400 | ~35| —— — 1.3
Sadek [71] | =~ 500 ~ 2200 | =4.5 — — —
This work 267 935 3.5 34 139 4 27 45 1.7
Variable Ag¢ [V]
Case Bluntest | Sharpest | Ratio
Chihoski [17] | 17.9 186 | 1.041
This work a) 11 13 1.18
This work b) 18 20 1.11

Table 4.5: Results from experimental studies in the literature versus this study.

comparison presented in table 4.5 it turns out that the present model is capable of reproducing the general



experimental trends concerning the main physical quantities of interest. Moreover, it is interesting to note
that Tanaka et al. [81] observe, for arc configurations similar to ours, that the electric current density
at the API does not significantly vary with cathode tip geometry. Thus, it should be considered that the
model implemented in this study is relevant to capturing the effects of cathode tip geometries onto TIG

arcs.

4.7 Summary

The numerical parametric study showed the influence of the cathode tip geometry onto relevant welding
quantities, such as the heat transferred to the anode, the arc pressure and shear stress at the workpiece.
The TIG Spot model implemented in the present work accounts for both the cathode, arc and anode
subdomains in the computational domain. However, the electrodes are assumed to remain solid and to
behave in a purely diffusive manner. The studied configurations consider a 10 mm arc height, a 200 A inlet
electric current, for three tip shapes: pointed, chamfered and rounded tips. The range of truncation angles
and radii are: « = [15°,20°,25° 30°]; and 7,y = [0.15,0.3,0.6] mm. The main findings of this section
are three-fold. First, the shape of the cathode tip strongly influences the current density at the cathode-
plasma interface, that in turn significantly affects the resulting Lorentz force. This being the main source
of momentum in the fluid flow of the arc-plasma, it induces a broad variability of the transported quantities
relevant to the welding parameters. Indeed the heat flux pulled in by the anode shows a direct dependence
on the Peclet number, which reflects the magnitude of the fluid flow in the arc-plasma. The heat flux varies
up to 1.7 times, while the pressure and shear stresses rise about 4 times, respectively, from the bluntest
to the sharpest tips. Therefore, this parametric study strongly suggests the importance of considering
the cathodes in the computational domain, in order to reliably account for the magnetic pinching induced
by the tip of the cathode. On the other hand, the considered pointed cathode configurations are ideal
geometries that can not exist in the real world. They lead to a geometrical singularity at the tip, that
results in spurious computations in its vicinity, which overestimate the physical quantities. However, they
enable to capture the trends up to the limiting ideal case. Finally, the general agreement between our
results and the discussed experimental observations reinforces the validity of our numerical results, and

confirms the need to incorporate the cathode into the calculation domain.






Chapter 5

A TIG Spot configuration of the fully
coupled model

What we need is not the will to believe but the will to find out.

Bertrand Russel
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5.1 Introduction

In this chapter, the study and analysis of a fully coupled (cathode-arc-pool coupling) 2D axisymmetric
TIG Spot configuration is presented. Here the interaction between the arc-plasma and the weld pool is
of interest. To this end, the thermohydraulics of a 316L weld pool is considered and the behaviour of
the TIG system is studied. To ensure that both the numerical and physical consequences of the arc-pool
coupling problem are understood, both a numerical and physical discussion are presented. Effectively,
the discussion begins, in section 5.6.1, with a comparison of the performance of the Dirichlet-Neumann
and the quasi-monolithic algorithms implemented in the fluid model. The chapter follows with a brief
discussion of the weld pool geometry and its behaviour as a function of inlet current, interface hypothesis
and the chosen viscosity of liquid 316L steel, in subsections 5.6.2.1, 5.6.2.2 and 5.6.2.3, respectively. The
analyses performed in this chapter serve to identify and study, at low computational costs, the dominant

thermohydraulic effects at play, and the characteristics of the arc-pool system.

5.2 Geometric configuration

The geometric configuration used in this section is briefly discussed and presented. The schematic of the
geometry is presented in figure 5.1. The study performed in this section is based on a TIG spot, axi-
symmetric configuration. In referring to the figure the rotational axis of symmetry is represented by the
dashed line. The cathode truncation angle and radius, and the arc height are maintained constant at
a = 15° riy = 0.3 mm and hgre = 5 mm, respectively. The nozzle wall is emulated by including the
segment [JK]| into the domain, where zero flow is allowed through. The inlet flow is imposed between the

nozzle wall and the cathode domain at segment [FJ].

5.3 Boundary conditions

The boundary conditions presented in table 5.1 are imposed onto the geometric configuration that is
schematised in figure 5.1. A plasma inlet boundary condition is added at segment [FJ] which corresponds
toa @ = 16 L-min—! flow rate. Furthermore, the velocity symmetry condition is extended to encompass the
anode domain. This serves as a symmetry condition for the pool domain as it forms during a calculation.
The imposed temperatures along the anode boundaries are chosen so as to maintain a cool workpiece and
a moderately sized pool. As for the API at [BC], it no longer is considered as a boundary condition for the
momentum equations, rather, an interface condition between the arc and the pool. The details of interface

treatment are found in chapter 3.

5.4 Material properties

In this section, a solid thoriated tungsten cathode and argon arc are also used, however, unlike chapter
4, the anode is no longer considered to be a solid copper piece. With the focus of this section being the
arc-pool dynamics of the system, the incorporation of a liquid melt pool material is paramount. To this
end, the thermophysical properties of a 316L steel is chosen. The specific enthalpy, specific heat capacity,

thermal conductivity, electrical resistivity and the mass density of the steel are extracted from Pichler et
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Figure 5.1: Schematic of the geometry used.

al. [65]. The material properties are presented in appendix A. As for the viscosity of liquid steel, the
values generally found in the literature on the thermo-hydraulic modelling of welding are higher than those
reported in experimental studies. This is encountered in the works published by a number of authors, see
[13, 61, 84] for the numerical studies, and [43, 10] for the experimental reports.

This section will explore some differences in the arc-pool thermal and dynamic responses as a function
of different liquid steel viscosities. Thus, two dynamic viscosities are utilized in this section, with one
extracted from the numerical work of Nguyen [61], and the other from an TAEA nuclear materials data

report [10]. The viscosities used are listed below:

0.0059 T =1750
0.0040 T = 2000
0.0029 Pa - s for T =2250 K
V. T>Tje; p=0.03Pa-s (5.1) = 0.0023 T 9500 (5.2)
Viscosity used by Nguyen [61] 0.0019 T = 2750
0.0016 T = 3000

Viscosity extracted from the IAEA report [10]

5.5 Discretisation and meshing

This subsection discusses the chosen discretisations used for the different primal variables, the different
meshes used and the spatial convergence of some key variables that the arc-pool model solves for. The

discussed mesh dependent variables of interest are the pool temperature, velocity and pool contour geom-
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Electric

=0 [HI]

—oVep-n=0 [EH] U [IC] U [CD] U [DF]
—oV¢ -1 = Jimp [EF]

Heat transfer

T =70K [HI]

T =500K [EF] U [FJ] U [CI] U [KD]
—AVT -n=20 [EH] U [DC] U [JK]
Magnetic

B-0=0 [EH]

Momentum

u = (0,0) [JK] U [FG] U [GZ] U [ZA]
u-7=0 [AH] U [KD]
u=(0,-1.4) ms~t | [FJ]

(c-m)-7=0 [DC]

(0-m)-2=0 [KD] U [AH]

Table 5.1: Boundary conditions imposed along geometry contour seen in figure 4.1.

etry. Once an appropriate mesh is identified, it is used for similar configurations throughout the rest of

this section.

5.5.1 Discretisation

With the velocity and interface deformation variables being the most mesh sensitive variables, they re-
quire more calculation nodes in a given mesh when compared to the other variables in the physical model.
Therefore, in the total domain, the velocity and interface deformation variables (u, v, h,) are discretised
using (Q2, P2) elements, while the voltage, temperature, magnetic field, pressure variables and the temper-
ature depenendent physical parameters (o, A etc...) are discretised using (Q1, P1) elements. Assigning (Q2,
P2) discretisations to the most mesh sensitive variables saves calculation time per global iteration when
running simulations while ensuring sufficient spatial resolution of the solutions. The choices of element

discretisation per physical variable and coefficient are presented and summarized in table 5.2.

5.5.2 The different meshes

The global mesh presented in figure 5.2 is made up of the cathode domain in red, the arc plasma domain
in green and the anode domain in blue. The anode region, being the domain where the pool is formed, is
meshed with a higher concentration of structured elements in the expected pool zone. The pool domain
being of interest in this section, mesh refinement is concentrated in the refinement of the rectangular and
structured mesh zone of the anode. Referring to figure 5.2, the structured mesh zone in the anode is

succesively refined, until spatial convergence, using the following mesh densities:

8 4 2

— =, =, . 1074
3'3'3’ ]x 0 *m

|
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Interpolation Elements

(¢, T, h, o*, A\, etc...) — Q1, P1

(u,v,h,) — Q2, P2 ° .

Table 5.2: Table of used elements and variables associated to them.

Figure 5.2: Global mesh with a superposed schematic of expected pool zone at successive refinements.

5.5.3 Spatial convergence of important variables

The spatial convergence of the different primal variables generally depends on multiple simulation settings,
and in general, higher intensity configurations require finer meshes. To account for the mesh dependence of
the simulations run for this section, a brief spatial convergence study is presented. The spatial convergence
study is based on the most intense TIG Spot configuration (I = 150 A) studied in this section, chosen
because of the sharp gradients in its results. The configuration has the most mesh sensitive solutions and
so it ensures the sufficient spatial resolution of all other studied TIG Spot configurations. It is noteworthy
to state that the arc variables are assumed to be sufficiently resolved with the chosen meshes because of
the meshing choices taken in chapter 4. Furthermore, because this section is interested in studying the
influence of different viscosities onto the arc-pool system, care is taken when treating the weld pools and
claiming the spatial convergence of the simulations.

It is well known in computational fluid dynamics that the spatial convergence of a velocity field on
a given mesh can depend on the Reynolds number of the flow. This can be understood by the increase
in the gradients of the velocity fields as the Reynolds number of a flow increases; thus, an increase in

mesh elements becomes necessary for the capture of the details of that flow [50]. This means that if for
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the same TIG Spot configuration the viscosity from equation (5.1) is chosen, the spatial convergence of
the velocity fields occurs at a coarser mesh than if the viscosity from equation (5.2) is chosen. Moreover,
with the temperature field in the pool being dependent on the pool velocity, the spatial convergence of
the temperature field and the pool geometry is dependent on the viscosity value chosen. Therefore, the
spatial convergence of the variables of the same TIG Spot configuration is studied but for the two different

viscosities identified in subsection 5.4.

Having established the influence of the viscosity of the melt pool onto the spatial convergence of a
simulation configuration, the following cases are studied and the resolution of their solutions analysed.

The cases are identical except for the different liquid steel viscosities studied.

Tore =150 A Tyre =150 A
a=15° a=15°
Case 1: Fint = 0.3 1m Case 2: Tint = 0.3 mm
cs = 10 ppm cs = 10 ppm
p — equation (5.1) w — equation (5.2)
Interface hypothesis — deformable Interface hypothesis — deformable

The analysis begins with case 1 which uses the higher viscosity value as was taken from the work of Nguyen
[61]. Three meshes are generated and used to simulate the configuration of case 1 above. The meshes are
numbered from the coarsest to the finest, going from 1 to 3. The coarsest and finest meshes, mesh 1 and
3 respectively, are schematised in figure 5.2. The mesh densities of the structured zone in the anode go
from pp = % x 107 m to ppz = % x 107 m. From the simulation results of the different meshes, the
different velocity and temperature fields are compared. The monitored variables of interest are presented
in figure 5.3 and are the pool geometry, temperature at the API, and the pool velocity at both the API
(magnitude) and the symmetry axis (z-component). Similar to section 4.5.3, the variables monitored for
their spatial convergence are analysed with the relative difference equation. Comparing the results, the
relative difference from equation (4.4) is used, and it drops below < 10% for the monitored variables. Thus,
the results calculated on mesh 3 are considered spatially converged. Analogously, in looking for the spatial
convergence of case 2, which uses the lower viscosity values as they were extracted from the IAEA report
[10], three meshes are generated and used for simulation. The meshes are numbered from coarsest (mesh
1) to the finest (mesh 3). To achieve spatial convergence of the solutions for case 2 is slightly more difficult
in that finer meshes are required. In fact, the coarsest mesh used for case 2 is the finest of that used in
case 1. The mesh density of the structured zone in the anode (see figure 5.2) for the coarse mesh 1 has a
mesh density of pr1 = % x 107 m, and the meshes are refined up to pyz = % % 10~* m for mesh 3. Using
the same variables of interest to monitor the spatial convergence of the simulations, the pool geometries,
temperatures at the API, and the pool velocities at both the API (magnitude) and the symmetry axis
(z-component) are plotted in figure 5.4. Comparing the results, the relative difference from equation (4.4)
is used, and it drops below < 10% for the monitored variables. Thus, the results calculated on mesh 3 are

considered spatially converged.
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Figure 5.3: Comparing meshes for case 1. Top figure is the pool geometries of the three meshes superposed
and is drawn to scale. Bottom figures are, from left to right, temperature at API, velocity norm at API
and vertical velocity component at symmetry axis, respectively.

5.6 Discussion and results

This subsection discusses two topics. First, a brief discussion of algorithm performance is presented. The
studied algorithms are concerned with the coupling techniques of the momentum equations between the arc
and pool domains. Second, a brief discussion of the sensitivity of the pool domain to the electric intensity,

choice of the interface hypothesis and the liquid steel viscosity values is presented.

5.6.1 Comparing algorithm performance

Here, a brief numerical experiment is set up, executed and discussed in an attempt to choose the appropriate
coupling algorithm for the resolution of the momentum and mass equations in the unified model of this
work. The numerical experiment and the following discussion are based on numerical tests comparing the
partitioned Dirichlet-Neumman to the quasi-monolithic algorithms implemented in this work. To be able
to compare the performance and results of the two implemented algorithms, the simulations need to be set
up in an analogue manner to one another. To this end, eight cases are set up, run and then analysed. Four
setups are identifed and are based on three TIG Spot configurations where for one of the configurations
the relaxation factor is varied. The four identified setups are executed using the two implemented coupling
algorithms. To be consistent in the comparisons between the different cases, all tests are studied on the

same mesh. The mesh is based on one anode mesh density, with a value at pay = % x 104 m. Furthermore,
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Figure 5.4: Comparing meshes for case 2. Top figure is pool geometries of the three meshes superposed
and is drawn to scale. Bottom figures are, from left to right, temperature at the API, velocity norm at
API and vertical velocity component at symmetry axis, respectively.

the three different configurations have identical physical parameters except for the total electric current

intensity of the system. The general configuration settings are presented below, along with the chosen

input electric current values.

o = 15°

Tint = 0.3 mm

cs = 10 ppm

u — equation (5.2)

Interface hypothesis — deformable

I = [100,125,150] A
(5.3)

The three configurations listed above are run on both algorithms for the same relaxation factor applied to

the momentum and mass equations, at a value of wyg = 0.3. The fourth setup is based on the I = 125

A configuration run using a relaxation factor of wygs = 1.0 on both algorithms. Summarising, the total

number of cases are named and presented in the table below, where D-N and Q-M stand for the Dirichlet-

Neumann and quasi-monolithic algorithms, respectively: Before running a simulation, each case is loaded

with an initial condition® where the pool hydrodynamics are turned off. For example, cases 1.a and 1.b

are initialised with the same solution to a calculation at 7 = 100 A and for which the anode is maintained

'The term initial condition is a misnomer here because the model is a stationary one. However, due to the lack of a better

term it is used.

3.5
x10

-3
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WNS — 0.3 WNS — 1.0
I=100 | I =125 | I=150 I =125
D-N | Case l.a | Case 2.a | Case 3.a || Case 4.a
Q-M | Case 1.b | Case 2.b | Case 3.b || Case 4.b

Table 5.3: Summary of the eight cases used in comparing algorithm performance.

solid. The other cases are analogously initialised.

5.6.1.1 Convergence criteria and linear system solvers

To ensure that the simulated cases are sufficiently converged when comparing their results and performance
together, the convergence criteria used in the algorithms are lowered. The algorithm convergence criteria

specific to the performance study of this section are summarized in the table below. Furthermore, since

D [ 1x107* [ 1x107% | 1x10 %[ 1x10%|1x10°

Table 5.4: Convergence criteria used only in this chapter.

this section is only concerned with the performance of the algorithms used in the fluid dynamics module,
only its linear solver is of concern. To ensure that the resolution of linear systems that have either well
or ill-conditioned matrices is performed in a comparable manner, the direct solver programmed in CastzM
is used. The solver is based on an LDL! method for symmetric matrices and the Crout method for non-
symmetric matrices. The performance of these methods depend on the linear system being treated and on

the machine executing the program, but they are of the order of:
speed ~ O(N/3) (5.4)

where N is the dimension of the linear system [15]. Finally, it is important to note that the computer
used to run the simulations has a quad-core Intel i7-7700 CPU with a baseline clockspeed at 3.60 GHz and
8.192, 0.256 and 0.032 Mb for the L3, L2 and L1 cache memories. The computer also houses 4 slots of 8
Gb DDR4 RAM chips that operate at a clockspeed of 3200 MHz.

5.6.1.2 Quantifying the performance

In order to quantify the differences in performance between the two algorithms, both the total calculation
time and the total number of global iterations of a given case are used. Furthermore, to verify that
both algorithms converge to solutions that are close to each other, key variables are monitored and used
for comparison. Also, the increments of the different primal variables are also presented, as functions of
iteration number, in algorithm convergence plots. Thus, the sub-cases (a and b) of each case from table
5.3 are compared to one another. The analysis begins with a presentation of the differences in both the
convergence plots and their solutions. Starting with case 1 the following key quantities and variables are

presented:
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Case 1:

Total calculation time, case 1.a): 23264 s
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Total calculation time, case 1.b): 22935 s
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Figure 5.5: a) Convergence plot of case l.a); b) convergence plot of case 1.b). Legends indicate the

increments of primal variables per iteration number. ¢

component of velocity at the pool symmetry axis.

) Profile of velocity norm at API; d) profile of z-

From the presented results, it is apparent that for case 1, the quasi-monolithic algorithm performs

slightly faster and requires a smaller number of iterations to achieve convergence. From figures 5.5 ¢) and

d), it is noted that the two algorithms give simulation results that are almost identical.
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Case 2:

Total calculation time, case 2.a): 30772 s
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Total calculation time, case 2.b): 37458 s
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Figure 5.6: a) Convergence plot of case 2.a); b) convergence plot of case 2.b). Legends indicate the
increments of primal variables per iteration number. ¢) Profile of velocity norm at API; d) profile of z-

component of velocity at the pool symmetry axis.

From the presented results, it is apparent that for case 2, the quasi-monolithic algorithm performs

slower and requires a larger number of iterations to achieve convergence. From figures 5.6 ¢) and d), it is

noted that the two algorithms give simulation results that are almost identical.
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Case 3:

Total calculation time, case 3.a): 55924 s Total calculation time, case 3.b): 62196 s
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Figure 5.7: a) Convergence plot of case 3.a); b) convergence plot of case 3.b). Legends indicate the
increments of primal variables per iteration number. ¢) Profile of velocity norm at API; d) profile of z-
component of velocity at the pool symmetry axis.

From the presented results, it is apparent that for case 3, the quasi-monolithic algorithm also performs
slower and requires a larger number of iterations to achieve convergence. From figures 5.7 ¢) and d), it is
noted that the two algorithms give pool velocity profiles that are slightly different but the difference can

be considered negligible because it insignificantly influences the pool geometry.
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Case 4:
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Figure 5.8: a) Convergence plot of case 4.a); b) convergence plot of case 4.b). Legends indicate the
increments of primal variables per iteration number.

From the presented results, it is apparent that for case 4, the Dirichlet-Neumann algorithm does not
achieve convergence. The calculation is stopped at global iteration (k = 2000) as it is evident that no
stationary solution was found. As for the quasi-monolithic algorithm, it converges at iteration (k = 948).
Case 4.b) converges for a smaller number of global configurations when compared to the analogous cases
2.a) and 2.b). However, the total time to convergence of case 4.b) is longer than those of cases 2.a) and
2.b). The solution at convergence for case 4.b) is consistent with the solutions found for the analogous
cases 2.a) and 2.b).

It is important to note that in referring to figures 5.5, 5.6 and 5.7, that the algorithms are mathemati-
cally consistent as they both tend towards the same solutions at convergence. Furthermore, the different
performances of the cases presented reveal that a relaxed Dirichlet-Neumann algorithm converges quicker
than the quasi-monolithic algorithm. The total calculation times and iteration number until convergence

(or until the calculation is stopped) for all the studied cases are summarised in table 5.5.
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Case 1 | Case 2 | Case 3 Case 4
D-N a) Not Converged
Calculation Time (s) 23264 | 30772 | 55924 162055
Total Iteration 1021 1158 1749 2000
Time per Iteration (s) 24 27 32 81
Avg. Internal D-N Iterations | 1 1 1 2.5
Q-M D)
Calculation Time (s) 22935 | 37458 | 62196 43200
Total Iteration 998 1388 1932 948
Time per Iteration (s) 23 27 32 46
Ratio:
Time D-N to Q-M 1.014 0.822 0.899 —
Iteration D-N to Q-M 1.023 0.834 0.905 —

Table 5.5: Table summarising calculation times and total number of iterations to convergence. Ratio of
recorded performances are calculated.

While an in-depth algebraic analysis of the results on algorithm performance presented above is out of

the scope of this thesis, the following remarks are discussed based on figures 5.5, 5.6, 5.7, 5.8 and table 5.5:

Remark 1: It is apparent that between case 1 and case 3, the total run time and total number of
iterations until convergence increases. The increase in the electric current that passes through the
system makes the unified TIG model more difficult to solve, independently of the algorithms. This
is because as the arc intensity rises with a rise in inlet electric current, the stationary solution to the

configuration gets farther away from the field at initialisation?.

Remark 2: For the 2D configurations treated in this section, the direct solver shows negligible dis-
crepancy in execution time per iteration between the relaxed linear systems of the Dirichlet-Neumann

and the quasi-monolithic algorithm.

Remark 3: It is apparent that the relaxed Dirichlet-Neumann algorithm achieves convergence faster
than the relaxed quasi-monolithic algorithm between cases 1 and 3 because it requires a smaller
number of iterations to convergence. However, in referring to case 4.b), if the quasi-monolithic
algorithm is executed without relaxation, the simulation requires a smaller number of iterations
before convergence. However, the lack of relaxation makes the direct solver require more time to

solve the linear algebraic system at every global iteration of the simulation.

Remark 4: Comparing case 4.b) to 2.a), the un-relaxed quasi-monolithic algorithm requires a smaller
number of total iterations but a longer total calculation time until convergence than the relaxed
Dirichlet-Neumann algorithm. Quantifying the remark, the relaxed Dirichlet-Neumann algorithm
requires 22% more iterations but 29% less calculation time until convergence. This is because solving
the un-relaxed linear system using the direct solver requires about 1.7 times more time than the

relaxed linear system.

2The field at initialisation refers to the initial condition at the start of a simulation
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Remark 5: Comparing case 4.b) to case 2.b), the relaxed case, although requires a larger number of
iterations for convergence, converges faster than the un-relaxed case. Quantifying the discrepancy,
case 2.b requires 46% more total iterations for convergence, but 13% less total calculation time until
convergence. This is because solving the un-relaxed linear system using the direct solver requires

about 1.7 times more time than the relaxed linear system.

Remark 6: Referring to case 4.a), it is apparent that the lack of relaxation of the Dirichlet-Neumann
algorithm makes that it does not converge to the required convergence criteria, rather it displays
an oscillatory solution. This is because the force balance at the interface of coupling is not satisfied
with an average of 2.5 internal iterations per global iteration. The algorithm ends up over and under
shooting the force balance at the coupling interface, thus preventing the convergence of the algorithm.
The force imbalance of the Dirichlet-Neumann algorithm is hypothesized to be related to the ratio
of the numerical Reynolds numbers in the two coupled domains. A formal study of this hypothesis

is reserved for a future work.

Following the above remarks, it can be argued that even though monolithic schemes are known to have no
instabilities associated with the interface treatment [27] [16] [78], the relaxed Dirichlet-Neumann algorithm
is the most adapted to the work in this thesis. While the quasi-monolithic algorithm in this work can require
a smaller number of iterations until convergence w.r.t the Dirichlet-Neumann algorithm, it performs slower.
Furthermore, in going towards a 3D approach, the quasi-monolithic algorithm is expected to perform
significantly slower than the Dirichlet-Neumann algorithm. This is because a direct solver does not scale
linearly with the number of degrees of freedom in a linear system®. Finally, the use of the Dirichlet-
Neumann algorithm must be performed with sufficient relaxation and internal iterations so as to achieve
a satisfactory force balance at the interface. Thus, a maximum of 3 internal iterations is allowed in the

algorithm and a relaxation factor of wyg = 0.3 is used for the rest of this work.

5.6.2 Pool sensitivity to physical parameters and interface hypotheses

The weld pool is generally influenced by a multitude of parameters, including the arc electric intensity
and the viscosity of the liquid metal [54]. In this section the influence of the arc intensity, the liquid
steel viscosity and the interface hypothesis are discussed. These parameters are of interest because they
engender the influence of both arc and pool parameters onto the response of the weld pool. The analysis
begins by discussing the influence of the imposed electric current onto the weld pool, then follows with a
discussion of the influence of the interface hypothesis onto the pool and finally the influence of the viscosity

of steel onto the pool.

5.6.2.1 Influence of the electric current

. The influence of the three imposed electric currents presented in configuration (5.3) are studied. The
change in the input electric current into the system influences the arc and consequently the pool in several

ways. Increasing the input electric current from 100 A to 150 A at the inlet of the cathode (segment [EF]

3The number of degrees of freedom in 3D systems grows much quicker than in 2D systems, and thus the scalability of a
direct solver becomes an issue.
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from figure 5.1) increases both the magnetic field and electric current density in the vicinity of the cathode.
Analogous to sharpening a cathode, this consequently intensifies the Lorentz force and the Joule effect in
the arc. Thus, as was argued in section 4.6 an intensification of the Lorentz force and the Joule effect
in the arc can raise both the arc velocity and temperature. The arc velocity and temperature along the

arc symmetry axis as a function of inlet electric current are presented in figure 5.9. For an increase of
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Figure 5.9: a) z-component of velocity along the arc symmetry axis. b) Temperature profile along the arc
symmetry axis.

50 A in the inlet electric current, the maximum arc velocity increases 1.80-fold (see figure 5.9.a)), while
the maximum temperature of the arc increases 1.13-fold (see figure 5.9.b)). Analogous to the influence of
cathode tip geometry onto the arc, the arc velocity is more sensitive than the arc temperature to variations
in the electric current density emitted by the cathode tip. Consequently, this translates to a more significant
influence of the rise in electric current on to the stress fields rather than the heat flux at the API. The
sensitivity of the pressure, shear stress and total heat flux profiles at the API to the inlet electric current
is visualized in figure 5.10. The sensitivity is quantified by the 3.18 and 3.66-fold rise in the pressure and
shear stresses at the API (figures 5.10.a) and b)), as opposed to the more modest 1.47-fold rise in the total
heat flux transported to the anode (figure 5.10.c)). With the interaction of the arc and pool occurring
at the API, the imparted arc quantities at the API are what influence the behaviour of the pool. As the
pressure at the API rises with electric current, the deformation at the interface rises. Similarly, the rise
in shear stress at the API increases the pool surface velocity. However, the more modest rise in the total
heat flux at the API increases the pool temperature in a more modest manner. Furthermore, the increase
in the velocity of the pool increases the advection of heat away from the center of the pool, which is the
zone where the most amount of heat is transported from the arc to the pool. This effect tends to lessen
the rise in maximum temperature, and instead increases the size of the weld pool. These effects can be
seen in figure 5.11. Referring to figures 5.11.a) and 5.11.b) the velocity fields in the pool rise significantly
both at the surface of the pool and along its symmetry axis. The pool temperature also rises, albeit more
modestly. In fact, the pool maximum velocities rise 1.6-fold at the pool surface and a significant 12-fold

along the symmetry axis. This is opposed to the modest 1.1-fold rise in maximum temperatures along both
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Figure 5.10: a) Pressure profiles at API. b) Shear stress profiles at API. c¢) Total heat flux profile at APIL

the pool surface and its symmetry axis as is seen in figures 5.11.c) and d). The sharp gradients at the pool
surface seen in figure 5.11.c) near the 7" = 1800 K values are due to the sharp reduction in the advection
of heat, as the pool velocities die towards the solidus temperature of the pool. This effect is not seen in
5.11.d) and that is because the downward velocities along the symmetry axis are significantly weaker than
those at the surface.

The significant rise in the velocity of the weld pool with a rise in the inlet electric current increases
the rate of heat advected away from the pool center. These effects influence the pool size and its depth
to width ratio. The weld pools calculated for the different inlet electric currents are presented in figure
5.13. Furthermore, the pool streamlines for the cases at I = 100 A and I = 150 A are presented in figures

5.12.a) and b), respectively. The stream function in a cylindrical coordinate system is defined as:

¢:27r/Lr(u~n)dL

where n is the normal vector to an arbitrary line element dL. Reminding the reader that the stream function
is defined as the volume flow rate that passes through the arbitrary line element dL. This measure allows
to visualize the streamline of a flow, which facilitates analysis. So, in referring to the pool geometries in
figure 5.13 and the maps of the stream function field of the I = 100 A and I = 150 A cases (figures 5.12.a)
and b)), the following arguments about the influence of electric current onto pool width and depth are

made.

Pool width:

In this work, the pool width is defined as the pool maximum radius. As is apparent from figure 5.13,
an increase in the inlet electric current increases the width of the weld pool. In fact, the width of the
pool increases from 5.95 mm to 9.14 mm between the I = 100 A and I = 150 A pool; which is a 1.5-fold
increase. Analysing the forces responible for this growth, I start by noting that according to the work of
Nguyen, neither the bouyancy force nor the Lorentz force in the pool are the dominant forcing terms [60].
Furthermore, for pools at low concentrations of sulfur, the Marangoni force* although it forces the pool
at the same order of magnitude as the shearing of the arc, is not as variable w.r.t inlet current. This is

visualized in figure 5.14, where the Marangoni forcing increases negligibly when compared to the rise in

4A surfacic force is implied here.

x1072
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Figure 5.11: a) Velocity norm profiles at API. b) Z-component of velocity at the pool symmetry axis. c)
Temperature profiles at API. d) Temperature profiles at the pool symmetry axis.

arc shear stress (see figure 5.11.b)). It becomes evident that as the arc shear stresses increase, the pool
surface velocities consequently increase. The increase in the surface velocities, along with the increase in
transported heat from the arc, increases the advected heat towards the periphery of the pool. Thus, a
rise in electric current increases both the shearing and the heat flux transferred to the pool surface which

increases the advected heat outward and away from the center, which widens the pool.

Pool depth:

As is apparent from figure 5.13 the depth of the pool increases with a rise in the inlet electric current. In
fact, the depth of the pool increases from 1.76 mm to 3.22 mm, which is a 1.8-fold increase. Although
the depth of a weld pool increases in a similar manner to the pool width, the pool is wider than it is
deep. For low sulfur concentration pools, the Marangoni force generally remains positive and does not
contribute to a reversal in the direction of the surface flow of the pool. This allows for the surface velocities
to generate one primary circulation zone that extends across the whole of the surface. The mapping of
the pool stream function fields for the I = 100 A and I = 150 A simulations in figures 5.12.a) and b),
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Figure 5.12: a) Stream function field with superimposed velocity vectors for the I = 100 A simulation. b)
Stream function field with superposed velocity vectors for the I = 150 A simulation.

presents the primary circulation zone in blue. The clockwise primary circulation® descends downward at
the pool periphery where the liquid is at a cooler temperature, close to Tsoiiqus- The cold descent of the
liquid does not allow for deep pool penetration near the periphery. As the flow of the primary circulation
resurfaces near the pool center, the liquid returns to a hot state. The hotter liquid near the ascent of
the primary circulation contributes to the deepening of the pool. Referring to figures 5.11.b) and d), the
I =100 A and I = 125 A, the results show negligible heat advection effects along the pool symmetry line.
This is due to the weak downward velocities, which makes the pool penetration in these cases dominated
by simple diffusion, which is apparent from the quasi-constant descent of the temperature profile along
the pool symmetry axis. However, the deepening of the pool near the center for the I = 150 A case is
dictated by a secondary circulation zone, mapped in red/yellow in figure 5.12. This secondary circulation
zone exists for all cases but is significantly stronger for the I = 150 A case. Moreover, the secondary
circulation is identified to be a Lorentz eddy because if the Lorentz force is removed from the weld pool

model, the eddy is not calculated. This effect is presented in figure 5.15 where the I = 150 A configuration

5Conforming to the mathematical standard, a flow rotating clockwise has a negative stream function associated to it.
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Figure 5.13: Pool geometries of the three simulations run for different inlet electric currents.

is used. Without the Lorentz force, the secondary circulation does not form because no reversal of the
velocity field is calculated along the pool symmetry axis (see figure 5.15.a)). Consequently, the lack of the
Lorentz eddy reduces the penetration of the weld pool (see figure 5.15.b)). Nevertheless, referring to figures
5.11.a) and b) the Lorentz eddy seen for the I = 100 A case is about 200 times weaker than its primary
circulation. Consequently, the pool remains wider than it is deeper for all cases because the secondary
circulation zone is significantly less intense than the primary circulation. However, the more intense the
inlet current, the higher the intensity of the secondary circulation; and with the Lorentz eddies flowing
in a counter-clockwise manner, they advect the hot liquid downward. Quantifying the pool geometries
table 5.6 presents the widths, depths and the depth to width ratio of the three weld pools. The calculated
D:W ratios show that the deepening effect of the secondary circulation eddy is 1.5-fold higher between the
I =125 A case and the I = 150 A case. This ratio increase is hypothesised to be due to a strengthening
of the interaction of the primary circulation with the Lorentz eddy. Effectively, the primary circulation
and the Lorentz eddy intensify with a rise in the inlet electric current, which strengthens their interaction.
Once their interaction is strong enough the downward advection of hot liquid is significantly increased (as
seen in the I = 150 A case), augmenting heat transport locally. This consequently contributes to a stronger
deepening of the pool, with the deepening concentrated near the center and below the red circulation zone
from figure 5.12.b).

For purposes of comparison, the experimental studies reported by Mills [54] show a general agreement
with the trends discussed in this subsection. Indeed, a rise in the inlet electric current leads to an increase

in the experimental dimensions of the weld pool.

I1=100 | I =125 | I =150
Width (mm) | 5.95 751 9.14
Depth (mm) | 1.76 2.26 3.22
Ratio D:W 0.30 0.30 0.45

Table 5.6: Summary of pool widths, depths and depth to width ratios.
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Figure 5.14: Marangoni surfacic force at pool surface.

5.6.2.2 Influence of the interface hypothesis

Here, I briefly discuss the influence of the interface hypothesis onto the pool system. Although the Weber
number of the arc-pool system is generally small (see chapter 1, table 1.1), the choice of the interface
hypothesis can significantly affect the system. This is due to the strongly coupled thermo-hydraulic nature

of the system. The discussion is based on the following two configurations:

I, =150 A Iyre =150 A
a=15° a=15°
Case 1: Tint = 0.3 mm Case 9 Tint = 0.3 mm
cs = 10 ppm cs = 10 ppm
p — equation (5.2) p — equation (5.2)
Interface hypothesis — fixed Interface hypothesis — deformable.

By maintaining all the simulation parameters constant except for the interface hypothesis, the effect of
the weak deformation of the interface onto the pool system can be discussed. Figure 5.19 presents the
pool geometries of both case 1 and 2. As the pool contours suggest, allowing for a deformable interface in
the arc-pool system increases both the width and depth of the pool. However, the pool width increase is
negligible (=~ 2%) as compared to the pool depth increase (~ 17%). The significant increase in depth is
primarily due to the distortion in the shape of the melt pool. The deformation at the interface modifies
the location and intensity of the secondary circulation below the interface and thus also the heat advected
downard. Figure 5.17 shows the streamfunction field for both case 1 and 2 in the vicinity of the secondary
circulations. The eddy for case 2 is seen to be larger and extends further downward as compared to that
seen for case 1. This can be explained using the following two arguments. Due to the incompressibility of

the melt pool the depression of the interface shifts the liquid steel that is directly underneath it ~ 0.24 mm



vz (m/s)

112 CHAPTER 5. A TIG SPOT CONFIGURATION OF THE FULLY COUPLED MODEL

I=150_noLor

I=150

No Lorentz Force
With Lorentz Force
_____ Rigid surface
R Symmetry axis

3 mm

.0 0.5 1.0 1.5 2.0 2.5 3.0 3.5 b)
z (m) x107

Figure 5.15: a) z-component of velocity at the pool symmetry axis. b) Pool geometries of the I = 150 A
cases with and without the Lorentz force.

deeper into the anode. This downward displacement of the weld pool modifies the geometry of the basin
the eddy is placed as seen in figure 5.17. Furthermore, eddies are known to be sensitive to the boundary
conditions of their basin [55] and so the modification in the pool geometry appears to intensify the eddy
computed in case 2. This intensification increases the advected heat downward into the anode and so

extends the penetration of the pool an additional ~ 0.22 mm.

5.6.2.3 Influence of the liquid steel viscosity

Here, I briefly discuss the influence of the choice of the viscosity of the liquid steel onto the pool system.
With weld pools being mainly surface driven fluid systems, a variation in the dynamic viscosity will
translate to the surface velocity, which then translates to the thermal and the secondary circulations that

are dependent on the surface flow. The discussion is based on the following two configurations:

Tore = 150 A Tyre =150 A
a=15° a=15°
Case 1: Vint = 0.3 mm Case 2: int = 0.3 mm
cs = 10 ppm cs = 10 ppm
i — equation (5.1) (augmented viscosity) p — equation (5.2) (experimental viscosity)
Interface hypothesis — deformable Interface hypothesis — deformable.

By maintaining all the simulation parameters constant except for the choice of the dynamic viscosity
data set used, the effect of viscosity onto the pool system can be discussed. Therefore, by maintaining all
arc parameters constant it is negligibly affected by the change in the viscosity of the pool. This is seen in
figure 5.18 a) and b), where neither the arc velocity field nor the temperature field is significantly affected.

Consequently, both case 1 and 2 have arcs that impart similar dynamic stresses and transfer similar heat
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Figure 5.17: Streamfunctions in the region of the secondary circulation zones of case 1 (left) and case 2

(right).

fluxes to the pool surface. However, the computed pool geometries are significantly different in both their

width and depth. This is presented in figure 5.19 where the pool width varies 5% between cases and the

depth is computed to be 1.8mm for case 1 and 3.2 mm for case 2, which is a significant 1.7-fold difference.

With the arc remaining almost invariable between the cases, the computed differences in the pool geometry

are due to the thermo-hydraulics of the pool. The identified effects driving the sensitivity of the pool to

the dynamic viscosity are threefold, and are based on figure 5.20:

Effect 1: The pool at a higher viscosity is stiffer than that at a lower viscosity and so for the same arc

shearing results in lower surface velocities. The surface velocity norms for cases 1 and 2 are plotted

in figure 5.20.a) where the velocity profile rises 4-fold between case 1 and 2. The higher surface

velocities slightly increase the width of the pool.

Effect 2: The higher velocities in the low viscosity pool allow for a more significant advection of

heat around the pool, that which allows for pools with higher internal energies at the equilibrium

stationary solution. The more easily internal energy is distributed in the pool, the more internal
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Figure 5.19: Pool geometries of the two simulations run for different liquid steel viscosities.

energy can be stored in the pool at its thermal equilibrium state. This effect is seen in figure 5.20.b)

where the center of the pool is 1.15-fold hotter for the less viscous case.

Effect 3: Due to the weaker surface velocities for the more viscous pool, its consequent primary
circulation zone is also weaker. The higher viscosity also stiffens the pool which dampens the effect
the Lorentz force has on the pool. Furthermore, the lower pool temperatures reduce the overall
volume of the pool, that which does not allow for a secondary circulation to form. This is seen in
figure 5.20.c) where for the more viscous pool, there is no downward flow along the symmetry axis,
which is associated to the secondary circulation. The lack of the downward advection of heat means
that the penetration of the high viscosity pool is diffusion dominant, which can be deduced from
figure 5.20.d). Thus, with lower pool temperatures, and no secondary circulation, no heat is advected

downward which explains the 1.7-fold difference in pool depth between case 1 and 2.

The sensitivity of the pool to the choice of dynamic viscosity requires that care is taken when setting

choosing the model parameters. Although lower pool viscosity values requires that the model be solved

on a finer mesh (see section 5.5.3), which makes for more costly computations, the consequent physical
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Figure 5.20: a) Velocity norm profiles at API; b) z-component of velocity at the pool symmetry axis; c)
temperature profiles at API; d) temperature profiles at the pool symmetry axis.

effects cannot be overlooked. A final note concerns the Reynolds number of the pool for the different
viscosities. Here the weld pool Reynolds number Re is calculated at the arc-pool interface, and is defined
as Re = pHpoo||v||/ 11, where Hpop = 1 mm is taken as the approximate thickness of the primary circulation.
Being sensitive to both the dynamic viscosity and velocity fields in the pool, the maximum pool Reynolds
number, changes significantly between case 1 (Remqr = 50) and 2 (Remae = 1380). The computed
Reynolds profiles at the pool surface are compared in figure 5.21. Finally, because the Reynolds number

is significantly smaller in the volume of the pool, and because the meshes are sufficiently refined, the

computed solutions are capable of capturing most of the dynamics of the pool.

Nota bene:
It is important to note that the thermal boundary conditions can strongly influence the behaviour of both

the arc and pool. However, they are expected to only influence the magnitude of the variables and not the

captured trends. An in-depth analysis of this influence is out of the scope of this thesis.
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Figure 5.21: Reynolds number profiles at the pool surface for case 1 and 2.

5.7 Summary

Studying the influence of the coupling algorithms onto the arc-pool model ensured that the more perfor-
mant method is identified and used in the rest of this thesis. Indeed, the two studied algorithms were found
to converge to very close solutions and thus were considered comparable. Furthermore, in comparing time
to convergence and total iteration number, the Dirichlet-Neumann coupling algorithm was found to achieve
numerical convergence faster than the quasi-monolithic algorithm. Additionally, the Dirichlet-Neumann
algorithm was argued to be more appropriate for use in 3D configurations. It is interesting to note that
based on remarks #4 and #5 in subsection 5.6.1.2, there appears to be an optimal relaxation factor that

would reduce both calculation time and iteration number to a minimum.

Studying the influence of the inlet electric current, the interface hypothesis and the liquid steel viscosity
value, at low computational costs in a 2D axisymmetric configuration, served to identify the dominant
thermohydraulics at play in the arc-pool system. In fact, the three model parameters were found to
significantly influence the calculated dimensions of the pool. Effectively, a rise in inlet current increases
both the arc shear force at the API and augments the strength of the secondary circulation in the weld
pool. These effects were shown to increase both the width and depth of the pool. Furthermore, although
the Weber number of the arc-pool interaction is small, the deformation of the API considerably influences
pool penetration by both displacing and morphing the secondary circulation of the weld pool. As for
the influence of the pool viscosity onto the arc-pool system, the main effects are the following. Using an
augmented pool viscosity lowers the maximum velocities and temperatures calculated in the pool which
lowers the widening and penetration of the pool. Moreover, the augmented rigidity of the pool strongly

counteracts the Lorentz force and obstructs the formation of a secondary circulation. This further reduces

the penetration effect of calculated weld pools.



Chapter 6

A three dimensional study of TIG
welding

Une intelligence qui, a un instant donné, connaitrait toutes les forces dont la nature est animée et la
situation respective des étres qui la composent, si d’ailleurs elle était suffisamment vaste pour soumettre
ces données a l'analyse, embrasserait dans la méme formule les mouvements des plus grands corps de
l'univers et ceur du plus léger atome ; rien ne serait incertain pour elle, et l’avenir, comme le passé,

serait présent d ses yeut.

Le démon de Laplace

Pierre-Simon Laplace
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Introduction

A presentation of two different 3D welding configurations is analysed and discussed in this chapter. The
chapter begins with section 6.1, where a presentation of a verification study performed on a TIG spot
configuration modelled in 3D Cartesian coordinates is discussed. The purpose of the study is to verify that
the extension of the 2D axisymmetric model to a 3D one was coherently performed. Next, in section 6.2,
the verified 3D TIG welding model is extended to account for weld displacement effects. The extended
model is then used to set up a preliminary validation study performed against an experimental case chosen
from the literature. Some results of the simulated case are presented and the thermohydraulics of the
welding configuration briefly discussed. Finally, both similarities and discrepancies between the numerical
test and the experimental case are analysed and discussed; moreover, the limitations of the validation study

are presented.

6.1 A TIG spot verification study

In this section a verification study of the 3D model developed in this work is presented. This verification
study is based on the assumption that rotational symmetry exists for steady state spot configurations;
thus, the verification study is performed on a spot configuration where a 2D axisymmetric configuration is
compared to its 3D Cartesian analogue. The 2D axisymmetric spot configuration is set up, executed and
its simulation results processed so as to serve as a reference solution to compare the simulation results of
the 3D analogue to. The analogous 3D spot model is set up using the same welding parameters as the
reference 2D model, but is built on a full 3D Cartesian mesh. Furthermore, the 3D spot configuration is
solved on a coarse and a fine mesh, which allows for a brief discussion of spatial convergence. To begin the

discussion, first the geometric configuration of the study is presented.

6.1.1 Geometric configuration

Being constructed on analogous geometries, the 2D axisymmetric and 3D Cartesian spot configurations
are modelled using one schematic. The schematic is presented in figure 6.1, where the faded dash-dot
symmetry axis represents the axis of rotation. The schematic represents a z — x section of the geometry
centered at y = 0. Furthermore, the 2D axisymmetric model is built on the half geometry of the schematic

(see figure 5.1 in chapter 5), while the 3D Cartesian model is built on the full rotation of the schematic.

6.1.2 Boundary conditions and material properties

The boundary conditions imposed onto the reference 2D axisymmetric model are the same as those pre-
sented in table 5.1 from chapter 5; while the boundary conditions imposed onto the 3D spot model are
presented in table 6.1. The 3D spot boundary conditions are presented as they apply to the schematic in
figure 6.1. The interface between the arc-plasma and the weld pool, defined along segment [QN], is treated

using the Dirichlet-Neumann algorithm (see section 3.6.2.1 in chapter 3).
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Figure 6.1: z — x section of the geometry used in section 6.1.
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Momentum
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= (0,0, —) [AB] U [LM]
u=(0,0,—1.4) [CD] U [HK]
(0-mn) n=0 | [QAJU[ABJU[LM]U[MN]

Table 6.1: Boundary conditions imposed at the geometry contour of figure 6.1.

As for the material properties used in the verification study, they are also based on a solid thoriated

tungsten cathode, argon arc and a 316L steel anode. The thermophysical properties as functions of tem-

perature are presented in appendix A. Note that the chosen viscosity value of liquid steel is based on the

augmented viscosity value from the numerical work of Nguyen [61]. The viscosity is described by equation

(5.1).

6.1.3 Discretisation and meshing

Here the chosen discretizations used for the different variables and the different meshes used are presented.

Note that the discretisation choices presented in the following apply to all discussed simulations in sections
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Dimension Interpolation Elements

(u7P7’U7p7h’Z7h7Bv¢) — Q17 P1

2D

(o*, A\, p etc...) — QO, PO o .

(U7P7U7p7h27h737¢) — Ql) P1

3D

(o, A, u etc...) — QO, PO o °

Table 6.2: Used elements and associated variables. Interpolation nodes are represented by the "o" symbol.

6.1 and 6.2 of this chapter.

6.1.3.1 Discretisation

To reduce computational costs when simulating the 3D model all the solved variables are discretised
tri-linearly (u, P,v,p,h,, h, B,¢$) while the temperature dependent physical parameters are constant by
element. Furthermore, the volume of the geometry €2 is discretised using a mix of hexahedral and prism
elements, while the surface and interface subdomains 9€2, I' are discretised using a mix of quadrilateral
and triangular elements. The choices of element discretization per physical variable and coefficient are
presented and summarized in table 6.2. The tri-linear Q1-Q1 and P1-P1 discretisation of the velocity and
pressure variables in this chapter does not respect the Ladyzhenskaya-Babuska-Brezzi condition. Thus,
to ensure the stability of the coupled velocity—pressure scheme, the system is stabilised with polynomial

pressure projection terms [22].

6.1.3.2 Meshing

Two 3D meshes are generated on a Cartesian coordinate system for this verification study and they serve
to simulate the 3D spot model in a manner analogue to the 2D axisymmetric spot model. The meshes are

constructed by rotating a 2D axisymmetric mesh (see figure 5.2 in chapter 5) 360° around its symmetry
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axis. The rotation of the 2D plane is discretised with N, steps, which generates the discretised third
spatial dimension. The two generated meshes, mesh 1 and mesh 2 have N, = 15 and N, = 30 steps,

respectively. Figure 6.2 schematises the generation of the two meshes used in this section.

|

1360°

mesh 1 mesh 2
Nyota = 15 Ny ota = 30

Figure 6.2: Mesh generation of 3D spot model for two rotational discretisations.

6.1.4 Discussion and results

To solve the stationary TIG spot model on a 3D mesh, spot configurations with steady-state equilibrium
solutions should be used, otherwise the simulation would risk diverging. Thus, to simulate a spot configu-
ration that easily converges and allows for the verification of the 3D model, the augmented viscosity value

adapted from Nguyen [60] is used. The main weld parameters of the chosen spot configuration are listed

below:
I, =150 A
cs = 0 ppm
u=0.03Pa -s

Interface hypothesis — deformable.

The above configuration is simulated on both mesh 1 and mesh 2, and the results of the converged simu-
lations are discussed in two parts. First, the results of the 3D spot model on the finer mesh are presented,
analysed and discussed, with a focus on the rotational symmetry of the solution. The second part of this
verification study compares the results of both the coarse and fine meshes to the simulation results of their

analogous 2D axisymmetric model (run using the same spot configuration). It is important to note that
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the verification of the numerical fluid dynamics and magnetostatic schemes were performed in the work of
Brochard [13]; moreover, the extensive verification of the used mathematical operators was performed in
Gounand’s work [31].

6.1.4.1 Rotational symmetry of the 3D spot

Ensuring that rotational symmetry is achieved for the 3D Cartesian spot model is necessary if the model
is to be compared to and verified to its 2D axisymmetric model. To ensure rotational symmetry, I begin
by defining the term symmetry as it is used in this study: if the variance in the calculated fields along the
azimuthal axis remains under 5%, rotational symmetry of said fields is assumed. Analysing the simulation
results of the simulated spot configuration, the temperature map of the cathode, arc and workpiece system

is first presented in figure 6.3. The mapped temperature field of the TIG system indicates a left-right
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Figure 6.3: Temperature field of the side view of all TIG subdomains (left), side view of weld pool (top
right) and top view of weld pool (bottom right).

symmetry of the system in the z — z plane. Focusing on the weld pool, the symmetry of the side view is
fundamentally a rotational symmetry as is seen in the top view of the pool along the y — x plane. In fact,
the symmetry of the temperature field of the system translates to the rotational symmetry of the weld pool
geometry. Furthermore, the symmetry calculated in the thermal fields of the studied spot configuration
also manifests in the velocity field of the configuration. The velocity norm of the weld pool for both
the side view and the top view is shown in figure 6.4, for which the rotational symmetry of the field is
apparent. Moreover, the characteristic dimensions of the pool geometry are indicated in figure 6.4 and
measure a = 9.289, b = 9.339, ¢ = —9.290, d = —9.344 mm. The axes vary a maximum of 0.55% w.r.t one
another; thus, the pool geometry is considered rotationally symmetric. Similarly, the interface deformation
field and the norm of the magnetic field are rotationally symmetric, and they are mapped in figures 6.5 a)
and b), respectively. The electric potential map is not shown because the symmetry of the magnetic field
map implies the rotational symmetry of the voltage field because of the quasi-linear relationship between
the electric and magnetic field equations (see equations 2.1 and 2.2). With the rotational symmetry of
the 3D Cartesian spot configuration satisfied, the 2D axisymmetric spot model can be used as a reference

model to verify the 3D model.
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Figure 6.4: Velocity norm field of the side view of weld pool (top) and top view of weld pool (right).
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Figure 6.5: a) Top view of interface deformation field at the arc-pool interface in the pool subdomain. b)
Top view of magnetic field norm at the arc-pool interface.

6.1.4.2 Comparison of the 2D to the 3D model

To compare the 3D model to the reference 2D axisymmetric model, the temperatures and velocities of
the arc-plasma and the weld pool, and the weld pool geometries are compared. The simulation solutions
are generated on mesh 1 and mesh 2 of the 3D spot model, and the reference solution on the analogous
2D axisymmetric mesh (see figure 6.2). The temperature and velocity variables across the arc symmetry
axis, the API and the pool symmetry axis are plotted in figure 6.6. As observed in the plotted results,
the 3D spot model reproduces the same results and trends calculated by the 2D axisymmetric model. In
fact, the temperature fields calculated with the 3D model reproduce, to a good level of precision, the field
calculated with the 2D model. The velocity fields calculated with the 3D model also reproduce the trends
calculated by the 2D model; however, the precision is slightly lower. Furthermore, the three calculated
pool contours show good agreement as is seen in figure 6.7. Although the velocity field calculated on mesh
2 is in better agreement with the reference 2D field, mesh 1 is considered satisfactory because its relative
difference w.r.t the reference solution remains < 10% (see (4.4)). In fact, the small relative differences in

the plotted profiles can be attributed to numerical integration errors and are expected to reduce towards
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Figure 6.6: Comparing the two meshes in 3D to the analogous mesh in 2D. a) Temperature profile along
arc symmetry axis. b) Vertical velocity component profile along arc symmetry axis. ¢) Temperature profile
along APT (center to edge). d) Velocity norm profile along API (center to edge). e) Temperature profile
along anode symmetry axis. f) Vertical velocity component profile along pool symmetry axis.
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Figure 6.7: Pool contours of mesh 1 and 2 of the 3D model and axisymmetric mesh of the 2D model.

0% as the 3D mesh is further refined, and in the limit that the algorithm convergence criteria are reduced
to 0.

Thus, both the rotational symmetry of the 3D spot model, and its good agreement with the 2D
axisymmetric spot model imply that the extension of the 2D axisymmetric model to a 3D Cartesian
model is mathematically consistent. Moreoever, the algorithms defined in chapter 3 are functional and

conservative in both 2D and 3D configurations.

6.2 TIG welding with displacement effects

In this section, the 3D model is extended to account for displacement effects that occur in a typical welding
operation. The displacement effects are accounted for fixing the cathode w.r.t the laboratory frame of
reference and assigning a weld displacement velocity to the workpiece. To test the extended model, a
welding configuration is chosen from Koudadje’s thesis [47] and is simulated. The thermohydraulic fields of
the simulated welding configuration are discussed and analysed, and the weld pool geometry is compared
to the experimental results from Koudadje [47]. The limitations of the preliminary validation study are

also discussed.

6.2.1 Geometry configuration

To both account for the inlet/outlet heat flux associated with the weld displacement effects and to reduce
computational costs, a new geometric configuration is designed. The geometry is set up with both anode
inlet and outlet surfaces that allow for appropriate thermal boundary conditions to be applied. Further-
more, a z —x symmetry plane is assigned, which reduces the computational domain by half. The geometric
configuration is schematised in figure 6.8. The workpiece thickness and arc height are chosen to correspond

to the chosen experimental configuration in Koudadje’s work [47]. However, the domain length and width
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Figure 6.8: Half geometry used in section 6.2, sliced at the z — x symmetry plane, where y = 0.

are chosen to allow for sufficiently far inlet and exit surfaces. As seen in figure 6.8, the workpiece surfaces

are aptly named 0Qqp0in and 0Qanoout-

6.2.2 Boundary conditions, displacement effects and meshing

Here the boundary conditions used to close the 3D weld displacement model, the modelled displacement
effects and the mesh used to simulate the welding configuration are presented. As for the material properties

used in this section, they are the same as those presented in section 6.1.2.

6.2.2.1 Boundary conditions

The boundary conditions imposed onto the geometric model are similar to those of the previous sections,
but are supplemented to account for the weld displacement effects. Furthermore, to capture displacement
effects while using a steady state model requires that the model emulate welding on an infinitely long and
wide but a finitely deep workpiece. To this end, a cold 300 K condition' is assigned to the inlet 0Qunoin
surface, while the outlet 0Qun00ur surface is left as a free —AVT -n = 0 W exit condition. Moreover, the
workpiece bottom surface OQgnopor is assigned a convection boundary condition with heon, = 15 W-K~1.m—2
and Ti,r = 300 K. All boundary conditions applied to the 3D weld displacement model are presented in table
6.3 as they apply to the geometry schematised in figure 6.8. As for the interfaces, the arc-pool interface
is treated using the Dirichlet-Neumann algorithm (see section 3.6.2.1 in chapter 3), and the cathode-arc

interface is considered to be a fixed, stationary surface where U, = 0 m-s~ L.

"Which emulates a workpiece that is at room temperature at infinity.
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Table 6.3: Boundary conditions imposed at the surfaces of schematised geometry in figure 6.8.

6.2.2.2 Displacement effects

To account for the weld displacement effects, the workpiece heat transfer model is assigned the displacement
velocity w.r.t the laboratory frame of reference Vs, everywhere except inside the weld pool domain.
Similarly, the weld displacement velocity is imposed as a moving rigid wall condition (see equation (2.31)

in sec. 2.4.3.2, ch.2) where v|pq ,,, = Vaispi- The modelling of the weld displacement effects is schematised

pool

in figure 6.9 where the z — x plane of the workpiece at y = 0 is presented.

Z
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Figure 6.9: Schematic of the modelled displacement effects in the workpiece.
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6.2.2.3 Meshing

One mesh is generated for the weld displacement model, and is meshed in three steps. First a 2D axisym-
metric mesh (see figure 5.2 in chapter 5) is rotated 180° and discretised using N, = 30 steps. Second, a
cylindrical region around the cathode and the central z — y plane at x = 0 are fixed. Lastly, the submesh
in the right hand quadrant is compressed and the submesh in the left hand quadrant is extended to form

the final mesh. The meshing procedure is schematised in figure 6.10. To ensure that the compressed and

PP

",A‘Vﬁfﬁi}jﬁ’j" T\

Figure 6.10: Mesh generation of 3D weld displacement model.

extended elements maintain their quality and orthogonality the mesh regularisation method adapted from

Huang [34] is used.

6.2.3 Discussion and results

To test the capabilities and validity of the weld displacement model developed in this work, a numerical
configuration analogous to a line weld case from the experiments studied in Koudadje [47] is set up. The
welding configuration is adapted from Appendix F, weld line tests, experiment #2 from Koudadje [47] and

is as follows:
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Tore =200 A
Hype =3 mm
a = 20°

. Tint = Not specified
Experimental parameters ——
cs = 10 ppm

H,,, = 18 mm

Viispt = 30 cm - min~!

Workpiece material — 304L

where the cathode truncation radius is not reported. The numerical configuration that is set up with the
above parameters except that the truncation radius is chosen at r;,; = 0.6 mm and the thermophysical
properties of the workpiece material are for 316L steel?. Furthermore, in order to ensure the simulation
of a converging numerical configuration, without incurring excessive computational time?, the used liquid
steel viscosity is based on the augmented viscosity value in equation (5.1). In fact, finding a converging
solution to 3D configurations with the lower experimentally reported viscosity values (see equation (5.2))
takes a significantly longer amount of time and many more iterations. Moreover, only the results of a fixed
interface simulation are presented because, while writing this section, the deformable interface simulation

had not yet converged.

6.2.3.1 Simulation results

Here I present the results of the simulation of the chosen welding configuration and briefly discuss the
implications of the thermohydraulic fields onto a) the algorithms implemented in this work and b) the weld

pool geometry. First the temperature field of the global domain is presented in figure 6.11.

Figure 6.11: Temperature field of simulated case of the weld displacement configuration.

2The differences between the thermophysical properties of 304L and 316L steel are considered negligible.
3This section was chronologically written last and thus little time was left from my PhD to allocate to expensive calculations.
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The temperature field of the global domain is calculated to be continuous across the arc-plasma and
workpiece domains, as is represented by the black isocontours. The continuity of the temperature field
implies that both the energy and momentum conservation laws are respected by the coupling algorithms
implemented in this work (see sections 3.5 and 3.6). This indicates that the algorithms are robust and
generally applicable to 3D welding configurations. Furthermore, the temperature field of the arc-plasma
displays an asymmetry in its interaction with the workpiece and this indicates the importance of modelling
the arc-plasma in 3D. Furthermore, the symmetry condition applied on the z — x plane can be verified by
noting the orthogonality of the temperature isolines at the 0€2,y,, boundary. To this end, the temperature

field at the arc-workpiece interface (I'4py) is shown in figure 6.12. Effectively, the symmetry in the tem-

Figure 6.12: Temperature field of top view of the the workpiece at I'gp;.

perature field is seen in the vicinity of the pool where the mesh is refined. However, because the symmetry
condition is imposed using Neumann boundary conditions (—=AVT|aq,,,, - 7 = 0), the temperature isolines
are less orthogonal in the zones where the mesh is less refined.

Next, the arc-plasma flow, the hot regions of the arc and the workpiece, and the pool hydrodynamics
are represented in figure 6.13 by the streamlines, temperature isosurfaces/contours and the vector fields,
respectively. Indeed, the simulation reproduces the inlet argon flow and its acceleration and heating down-
stream the cathode which consequently generates the thermohydraulics of the weld pool, that in turn
shapes the pool geometry. As is seen in figures 6.11 and 6.13, the displacement velocity of the workpiece
stretches the temperature field of the arc-pool system and consequently breaks any rotational symmetries
of the simulated system. The stretched pool geometry and its temperature field are represented in figure
6.14, where T}, = 2211 K and the pool maximum length, half-width and depth are [ = 1.41 cm, w = 4.72
mm and d = 1.24 mm. Furthermore, the velocity and temperature fields of the weld pool are presented
in figure 6.15, where the maximum pool velocities ||v,nqez|| = 0.49 m-s~! and temperatures are seen at the

pool surface. The arc-shear and Marangoni force driven surface velocities are seen to generate multiple flow
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Figure 6.13: Arc and pool temperature and velocity fields. U represents the streampath scale, and V the
vector field scale.

circulation zones which are responsible for shaping the pool geometry. With the heat advection oriented

in the direction of weld displacement, the rear-end of the pool is deeper and wider than the front of the pool.

The incorporation of the cathode, arc-plasma and the anode/workpiece into the computational domain
is important because it removes the need to experimentally calibrate equivalent heat and pressure sources
and/or use 2D — 3D projection methods as was done by Nguyen [61, 60], Koudadje [47] and Traidia
[84]. However, to ensure that the weld displacement model developed in this work is adapted to simulate
experimental configurations, a validation study is necessary. Limited by time, a preliminary validation
study is presented in the following section where the simulation results are compared to the experimental

pool geometry as reported in Koudadje’s thesis [47].

6.2.3.2 Comparison to experimental observables

To compare the calculated pool geometry to the experimental macrographic image reported by Koudadje
[47], the appropriate calculated pool geometry projection must be considered. In fact, referring to figures
6.14 and 6.15, the pool geometry is not deepest where it is widest; furthermore, the pool floor exhibits
multiple inflection points. Thus, calculating the equivalent macrographic slice from a stationary pool model
requires that the maximum depth isocontour be calculated as a function of the x and y axes. The calcu-
lated maximum depth isocontour for the pool geometry is presented in figure 6.16 and is represented by the
red points and contour on the mesh of the pool geometry. Using the equivalent numerical macrographic

projection the results are compared to the experimental cross section in figure 6.17. Indeed, the calcu-
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Figure 6.14: Pool geometry and the temperature field in its vicinity.
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Figure 6.15: A closeup of the pool temperature and velocity fields.

lated pool depth agrees with the experimentally measured depth; however, the calculated pool width is
22% larger than the experimental one. Although the simulated welding configuration yields a pool profile
that is of the same order of magnitude as the experimental cross section, identifying the sources of the
discrepancy is important. To this end, the hypothesised principal sources of discrepancy are, by order of
expected influence: a) the choice of the cathode upper diameter does not correspond to that reported by
Koudadge [47]; b) the use of the augmented viscosity value from equation (5.1); ¢) an underestimation of
the radiative losses of the arc-plasma as modelled by the sink term in equation (2.58); d) the lack of a
deformable interface in the presented simulation; e) the lack of modelling the thermal losses by contact that
are present on the experimental workbench of Koudadge’s work [47]. Effectively, the discussed sources of
discrepancy are hypothesised because: a) the cathode geometry was shown (see section 4) to significantly
influence the distribution of heat at the API; b) the choice of liquid steel viscosity in a simulation was shown
(see subsection 5.6.2.3) to influence the hydrodynamic regime of the weld pool; c¢) the radiative sink terms

can influence the heat flux at the API [51, 75] and it is possible that the current model underestimates the
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Figure 6.16: Calculated maximum depth isocontour on the simulated pool geometry.

3.86 +£ 0.2 mm
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Figure 6.17: Comparison of numerical maximum depth isocontour to the experimental macrographic cross
section from Koudadje [47].

emission; d) the deformable interface hypothesis was shown in both subsection 5.6.2.2 and by Nguyen [60]
to influence the weld pool geometry; e) the thermal contact points of the experimental workpiece and the
workbench, used in Koudadje’s work [47], could influence the rate of cooling of the workpiece. Furthermore,
it is possible that assigning a displacement velocity to the workpiece as opposed to displacing the welding
torch (as done in Koudadje [47]) w.r.t the laboratory frame of reference, might influence the cooling rate
of the arc and thus influence the pool geometry. In fact, Gonzalez [29] showed that the thermo-hydraulics
of the arc is influenced by the cross-flow while displacing the torch; however, the cross-flow effect is only

significant when the displacement velocity is high.

As a final note, the author encourages the development of an extensive validation study in the future, in

order to thoroughly quantify the limitations and the extent of the validity of the developed model.

6.3 Summary

6.3.1 Spot verification study

The spot verification study ensured that the extension of the 2D axisymmetric model to a 3D Cartesian one
was coherently performed. In fact, the calculated rotational symmetry of the 3D spot simulation indicates
that the mathematical operators used to model the volume, surface and interface forces were properly
extended from the 2D axisymmetric model. Moreover, the rotational symmetry of the 3D spot implies that
the axisymmetric hypothesis in the 2D model is valid (for the spot regimes studied); thus, allowing for the

use of the 2D spot model as a reference.



The comparison of the 3D simulation results to the reference 2D model ensured that extending the model did
not modify the implemented physics in an unwanted manner. Furthermore, the strong agreement between
the reference 2D axisymmetric and the analogous 3D Cartesian simulation results further indicates the
mathematically coherent extension of the model. Finally, the agreement between the 2D and 3D models
indicates that the coupling algorithms implemented in this work maintain their robustness and conservative

nature in 3D configurations.

6.3.2 Welding with displacement effects

The weld displacement study incorporates the cathode, arc-plasma and the workpiece domains and presents
the effects of a displacement velocity onto the welding system. The developed model is a potentially pow-
erful tool that alleviates the need for the use of experimentally calibrated heat and pressure sources. As
for the calculated asymmetry in the temperature field of the arc-plasma, it implies the importance of the
use of a coupled arc-plasma and workpiece model when capturing 3D displacement effects. Furthermore,
the continuity of the temperature field across the API indicates that the implemented coupling algorithms

remain conservative when applied to weld displacement configurations.

The comparison of the numerical results to the analogous experimental case brings into context the validity
of the model. The agreement between the calculated and measured pool depth implies that the model is
capable of simulating experimentally measured trends. Furthermore, the reasons behind the weaker agree-
ment between the calculated and measured widths are hypothesised. Although an exact agreement between
the simulated pool geometry and the measured dimensions is not found, the fact that the simulation results
are in same the order of magnitude as the experimental measurements implies the general validity of the
model. Furthermore, the calculated pool temperature and velocity fields are similar to those encountered

in the literature on the numerical modelling of weld pools [60, 47, 84].



Conclusions and Perspectives

Conclusions

In this doctoral thesis, I focused on the coupling of previously decoupled numerical models for the magneto-
thermo-hydrodynamic simulation of TIG arc welding. This work presents the first fully coupled 3D cathode-
arc-pool welding model at CEA that accounts for both electrodynamic and thermohydraulic phenomena. A
focus on the stability and robustness of the coupling algorithms and their applicability in both 2D and 3D
models is privileged; moreover, the mathematical consistency of the developed and implemented numerical
model is assured. The 3D model this thesis presents is sufficiently robust and developed to allow for the

numerical simulation of welding with torch displacement effects.

Building on previous work, first, the electrodynamic, energy, mass and momentum laws were presented
and the model hypotheses discussed. Care is taken to identify the dominant thermohydraulic contribu-
tions at the arc-pool interface; and the physical model is expressed in a form applicable to both 2D and
3D formulations. The physical model is then numerically implemented with a focus on multiphysics cou-
pling strategies and the algorithms that handle the different thermo-hydraulic phenomena that dominate
the arc-plasma and weld pool domains. Next, the sensitivity of the model to both physical parameters
and to the implemented coupling algorithms is studied on 2D axisymmetric configurations. The analyses
performed in 2D allow for a good trade off between acceptable physical representativity and affordable
computational costs. After having explored the sensitivities of the welding model, a verification study en-
sures that no mathematical inconsistencies were introduced into the fully coupled 3D model. The verified
3D model is then used to study a welding configuration that accounts for weld displacement effects. This
3D weld displacement model is closer to industrial configurations. Thus, one of the few existing studies

on 3D multiphysics modelling of TIG welding using a fully coupled cathode-arc-pool model was introduced.

In chapter 2, the physical model describing the dominant magneto-thermo-hydrodynamic phenomena
present in TIG welding is discussed. The dominant electrodynamic, conjugate heat transfer, phase change
and fluidic phenomena are mainly modelled based on Brochard and Nguyen’s work [13, 60]. Furthermore,
the kinematic, dynamic and thermal relations at the arc-pool interface are carefully derived and the depen-
dence of the dynamic and thermal equations onto the kinematic condition is briefly discussed. Moreover,

both the fixed and deformable arc-pool interface hypotheses are presented.

In chapter 3, the numerical methods, coupling techniques and the algorithms used to solve the physical

model are presented. A brief discussion of the numerical tools, multiphysics methodologies and the cou-
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pling algorithms generally available for the resolution of non-linear models is presented. Next, a detailed
description of a monolithic mixed heat equation approach is discussed and the stability and conservative
nature of the method is shown. Subsequently, a detailed description of the Dirichlet-Neumann and the
quasi-monolithic mass and momentum transfer coupling algorithms is discussed. Similarly, the stability

and conservatiive nature of the two methods are briefly discussed.

Next, in chapters 4 and 5, 2D axisymmetric configurations are set up for the analysis of the TIG welding
model. At affordable computational costs, the sensitivity of the model to both physical parameters and
coupling algorithms are studied. Chapter 4 is based on a parametric study that analyses the strong influ-
ence that the cathode tip geometry has onto the arc-plasma. To better interpret the dominant physics at
play, the anode is maintained solid, while the cathode geometry is modified and its effect on the Lorentz
force of the arc is studied. In fact, it is shown that the tip geometry alone can significantly influence the
transferred heat flux and imparted arc shear and pressure to the anode. Between the bluntest and sharpest
cathodes studied, a 1.7-fold and 4-fold rise in the heat flux and arc stress was calculated, respectively. Thus,
this study highlights the importance of incorporating the cathode into the calculation domain, which is not
common in much of the literature on TIG modelling. Chapter 5 is based on multiple studies that focus on
both the numerical and physical consequences of the arc-pool coupling problem. Hence, an algorithm com-
parison study is performed where the Dirichlet-Neumann and the quasi-monolithic algorithms are shown to
converge to the same solution (to a small order of precision), and are thus considered comparable. For the
cases considered, the Dirichlet-Neumann algorithm is shown to outperform the quasi-monolithic algorithm
by at least 20% and at most 40%, depending on the relaxation factor used. Thus, the Dirichlet-Neumann
algorithm was retained for use in the rest of the work. Furthermore, the influence of the inlet electric
current, the interface hypothesis and the chosen liquid steel viscosity is studied. Effectively, the arc-plasma
is found to be greatly influenced by inlet electric current, which then significantly affects the geometry and
dimensions of the weld pool. Moreover, even though the Weber number of the studied configurations is
generally low, the interface hypothesis is found to influence the depth of the weld pool. Lastly, the choice
of liquid steel viscosity in the model is shown to significantly affect the shape and depth of the weld pool.
In fact, the use of an augmented pool viscosity value, as considered by many authors [44, 60, 84, 13|, was
shown to dampen secondary circulation zones which strongly affect the penetration and to a lesser extent

the widening of the pool.

Lastly, two 3D calculations are presented in chapter 6. The chapter begins with a verification study that
ensures the coherent extension of the 2D axisymmetric model to a 3D cartesian one. Effectively, a 3D
spot configuration is shown to maintain the rotational symmetry of the spot weld while also agreeing with
a reference 2D axisymmetric calculation. This approach allowed to verify all implemented and modelled
phenomena, including but not limited to, the deformation of the fluid interface. Using the verified 3D
model, a welding configuration with modelled displacement effects is constructed. It is shown that the
implemented coupling algorithms remain conservative for such welding configurations and that asymmetry
in the arc fields reinforces the importance of a fully coupled 3D arc-pool model in TIG welding. Further-
more, a comparison of the calculated weld pool dimensions to an experimental case studied in Koudadje’s

work [47] is performed. The general agreement of the calculated and measured dimensions of the weld pool



indicates the general validity of the developed model.

In conclusion, the work presented in this thesis served to develop, implement, verify, and analyse a fully

coupled cathode-arc-pool welding model applicable in both 2D axisymmetric and 3D cartesian configura-

tions. Furthermore, this thesis highlights the importance of a fully coupled 3D model for the simulation of

TIG welding with torch displacement effects.

Perspectives

The experience gained while working on this thesis helps identify certain perspectives that could further

enhance and extend the model developed in this work. The suggested perspectives are thus listed as follows:

1.

An extensive validation study, set up in an analogue manner to the 3D weld displacement model,
is strongly suggested. Controlling the displacement of the workpiece w.r.t the torch, and as many
other welding parameters as possible, should allow to study the extent of the validity of the model.

Moreover, the validation study could offer more insight on any potential limitations of the model.

. The elevated Reynolds numbers calculated in weld pools encourage deeper investigations of their

hydrodynamic regimes. In fact, the work of Kidess et al. [41] shows that certain weld pools can de-
velop turbulent characteristics. To capture the various thermohydraulic phenomena, they implement
a Large Eddy Simulation model in the pool domain. Thus, the investigation and consideration of

some appropriate turbulent model for the weld pool is encouraged.

. The consideration of the effects of filler metal during TIG welding should be investigated so as to

further extend the applicability of the current model towards more industrial configurations. A
careful consideration of both the physical and numerical effects of the momentum and mass source

terms at the fluid interfaces is necessary.

. The consideration of transient phenomena in the physical model is encouraged. The transient effects

should be developed into the numerical model by the use of implicit integration schemes for their
stability. Furthermore, I encourage research on automated relaxation methods (see Aitken’s delta-
squared method as an example) which could potentially accelerate and/or enhance the stability of
the numerical model [49, 23, 20] .

. Finally, the development of remeshing strategies for use in the vicinity of the arc-pool interface and

in the weld pool is encouraged. Remeshing would potentially allow for quicker numerical convergence
of the fully coupled model, especially when configurations with significant fluid interface deformation

are simulated.






Appendix A

Material properties

A.1 Electro-thermal constants

A summary of the thermophysical constants used in the model implemented in this thesis.

Parameter Symbol Value Unit
Tungsten

Emissivity € 0.4 -
Work potential Weat 4.52

Effective work potential (Thoriated Tung- Wegcat  2.63

sten)

Richardson constant A, 3.10%

Melting Temperature 3680

Argon

Tonization potential Vi 15.68
Copper

Emissivity € 0.4 -
Work function Wano 4.65

316L Steel

Emissivity € 0.4 -
Work function Wano 4.7
Solidification temperature T 1675

Liquidus temperature T 1708

Latent heat of fusion Ly 290 kJ-Kg!

Table A.1: Some electric and thermal constants for Tungsten, Argon and Copper. From Brochard’s and
Pichler’s work [13, 65]
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A.2 Temperature dependent material properties

Here the relevant thermophysical of the four used materials in this thesis are presented as they are assem-
bled and/or reported by different authors. The temperature dependent electric and thermal properties of
argon plasma, thoriated tungsten (2% Th), solid copper and 316L steel are plotted and presented. More-

over, the viscosity of liquid steel is presented as reported and/or used by different authors.

Argon plasma

The electrical and thermal conductivities, the mass density, viscosity, specific heat capacity and net plasma

emission coefficient of argon in its gas and plasma states as functions of temperature.
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Figure A.1: Material properties as functions of temperature T [K]. Subfigures (a) and (b) present the
electrical o [S'm~!] and thermal A [W-m~'K~!] conductivities, respectively. Subfigures (c), (d), (e) and
(f) present the density p [kg:m~3], dynamic viscosity p [kg:m~1-s7!], heat capacity ¢, [J-)kg™}-K~!] and the
net plasma emission coefficient ¢, [W-m™3-sr~!], respectively. Data is assembled in Brochard’s thesis [13].



A.2. TEMPERATURE DEPENDENT MATERIAL PROPERTIES 141

Thoriated tungsten

The electrical and thermal conductivities of solid thoriated tungsten as functions of temperature.
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Figure A.2: Material properties as functions of temperature T [K]. Subfigures (a) and (b) tungsten present
the electrical o [S'm~!] and thermal A [W-m~!.K~!] conductivities of each respective material. Data is
assembled in Brochard’s thesis [13].

Solid copper

The electrical and thermal conductivities of solid solid copper as functions of temperature.
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Figure A.3: Material properties as functions of temperature T [K]. Subfigures (a) and (b) present the elec-
trical o [S'm™1] and thermal A [W-m~1-K~!] conductivities, respectively. Data is assembled in Brochard’s
thesis [13].
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316L steel
The electrical and thermal conductivities, the mass density and the specific enthalpy of 316L in its solid

and liquid states as functions of temperature.
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Figure A.4: Material properties as functions of temperature T [K]. Subfigures (a) and (b) present the
electrical o [S'm~!] and thermal A [W-m~1.K~!] conductivities, respectively. Subfigures (c), (d) present
the density p [kg-m~3] and specific enthalpy h [J-kg™!]. Data is experimentally measured in Pichler’s work
[65]

The liquid steel viscosity as numerically augmented and as it is experimentally reported by Nguyen
and an IAEA report, respectively [60, 10].

0.0059 T =1750
0.0040 T = 2000
0.0029 Pa - s for T =2250 K
v T>Tig; p=003Pa-s "7 0.0023 T = 2500
Viscosity used by Nguyen [60] 0.0019 T = 2750
0.0016 T = 3000

Viscosity extracted from the TAEA report [10]



Appendix B

Modelling phase change

Phase change problems in metallurgical applications are generally modelled by non-linear and stiff equa-
tions. These equations require interesting workarounds to be applied to their troubling mathematical
terms, so as to facilitate their resolution. Therefore, this appendix starts off with a brief discussion of the
effects phase change has on to the thermodynamic properties of a given material; and then presents the
choice of the energy conservation law adapted to solving the phase change problems seen in the welding of

steels, as tackled in this thesis.

Idealized materials and pure metals, under isobaric conditions, can be modelled to undergo phase change
across isotherms. These materials undergo what is known as isothermal solidification. The phase change

process at constant pressures' is characterized by the following equation:
T
Y e, =f(T) h= / ¢, dT (B.1)
T’ref

where h is defined as the enthalpy, ¢, as the specific heat capacity?, and T} 7 as some reference temperature.
Isothermal phase change occurs at a transition temperature, which marks the transformation of the state
of the material. Figure B.1 represents a typical phase change relation between the enthalpy of the material
and its temperature. For complex materials, such as steels, the enthalpy-temperature relations are typically
defined experimentally (see [65] for an example). The discontinuity seen in the enthalpy at the transition
temperature T, is characterized by a jump in the energy requirement of the process. This jump is due
to the higher entropic state of the liquid as compared to that of the solid. To achieve the higher entropic
state, energy is spent in liberating the molecular bonds of the material from the low entropy solid state
[48]. Therefore, in referring to figure B.1, all enthalpy values to the left of the transition temperature Ty
pertain to the solid state, and the values to the right pertain to the liquid state. This process combines
the enthalpy-temperature relation shown in figure B.1 and equation (B.1) and is modelled by the following

piecewise function:

!The discussion is limited to isobaric phase change and thermodynamics as the fluidic systems treated in this thesis are
hypothesized to be incompressible.
2which can be a complex function of temperature
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Figure B.1: Typical enthalpy-temperature relation of an isothermal phase change process.

qu“;ef cp dT for T <Tg;
hT) = (B.2)
fzﬁ’; Cpo AT + [1. ey dT + [% Ly §(T = Tyy) dT for T > Ty,

Where s and [ subscripts represent the solidus and liquidus zones respectively, Ly the latent heat of fusion,
and §(T' —T;) a 6-Dirac centered at the phase transition zone. Immediately the difficulty in dealing with a
jump discontinuity in the enthalpy profile of the phase change becomes apparent. The §-Dirac distribution
seen at the jump, generally cannot be numerically treated in a straightforward manner. In referring to the

energy conservation law expressed with the temperature as the dependent variable, as seen below:

peyu-VT =V-AVT + Y sq (B.3)

source

the expression of the specific heat capacity becomes necessary. p, u and > sq are the mass density,

source
liquid phase velocity and a sum of arbitrary volume source/sink terms. Therefore, from equation (B.2), ¢,

is modelled by:
dh

ﬁ(T) for T < TSJ and T > TSJ
ep(T) = (B.4)
Lf 5(T—Ts7l) for —oco<T <o

Visualising equation (B.4), figure B.2 represents a typical c,-T" relation for a material undergoing isothermal
phase change. The §-Dirac seen at the point of transition of a given material hints at the difficulties expected
in solving such a problem. The numerical difficulties associated with such problems are largely due to the
stiffness of the classic heat equation (B.9), where the temperature is the primal or dependent variable
[59, 89]. A more detailed discussion of isothermal phase change is out of the scope of this text, and so the
interested reader is referred to Voller [89], Nedjar [59], Kumar [68] and Ayasoufi [3].

A discussion of isothermal phase change sets the stage for a discussion of phase change as it occurs for

alloys. This thesis being mainly concerned with steel alloys, the mushy zone at the phase transition zones
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Ts,I T"
Figure B.2: Typical specific heat-temperature relation of an isothermal phase change process.
are analysed. The mushy zone appears in the solidification/melting process where phase change occurs
over a temperature interval. The interval over which phase change occurs is defined between the T and

T;. The interval marks the transition of the state of the material. The transition is represented in a typical

enthalpy-temperature relation, as seen in figure B.3. The mushy zone manifests because of the multispecies

hlk

T, T, T’

Figure B.3: Typical enthalpy-temperature relation of an non-isothermal phase change process.

nature of alloys (see [48, 68]). Thus, analogously to equation (B.2), the enthalpy-temperature relation can
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be modelled by the following piecewise function:

f]z;ef Cps dar for T S Ts
_ )T T OLy
MT) =4 Jry cp AT+ [2og 570 dT - for Ty <T <7 (B.5)
Ts T
mef cp, AT + g, cp dT + Ly for T > T,

It is apparent that the presence of a mushy zone in the phase change process should render the problem less
stiff when solving it numerically [59]. In fact, unlike isothermal phase change, the phase transition mushy
zone manifests as a finite function representing the transition phase? % in the enthalpy-temperature

relation. The transition phase is consequently modelled as:

o0 8Lf 6Lf
Ly = —dTl' 4 — = L T, AT, T, h
A4 f [maTd T ff(, )ten
—=dT' = L T; AT, T.) dT
| r s )
for AT,, = T;—1T;
T+ T,
for T, = %

where in the limit that AT, — 0, the enthalpy-temperature relation approaches the isothermal transition

relation of a pure metal (see equation (B.2)). Thus:

li L T,AT,,,T.) dT =L T—-T.)dI B.
Jim Ly [ AT, Ty T =1y [ 6T -1 d (B.6)

and from the theory of distributions (see [79, 66] for details), a normalised Gaussian distribution behaves

as a d-Dirac in the limit that its width ¢ — 0, as described below:

, 1 T?
OT) =l ) g2 P~ 5)
Generalising the expression:
, 1 (T —T.)?
O —To) = Iy 5 s exp(=——50)

With the upper and lower bounds of the integral relations seen in equation (B.6) being arbitrary, the

following expression becomes valid:

i f(T5 ATy, T) = 6(T — To)

and it becomes trivial to deduce that an appropriate function of choice to use in modelling the latent heat

3The integral bounds are arbitrary because %LTf is itself only defined between Ts < T < T}
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rise for materials undergoing mushy phase change becomes:

oLy 1 1 (T —T.)?
T AT, T) = — — = | ———— _—— B.7

ST AT, Te) = 57 Ly \2x(AT,/a) D=3 ATy /0] (B-7)

where a is a sharpness factor used to reduce the half-width of the Gaussian distribution. Consequently
and analogously to isothermal phase change, equations (B.5) and (B.7) are combined and derived w.r.t

temperature, to get:

% for T <Ts and T >1;
o(T) = ; -1 (B.8)
L A for T,<T<T,
I\ 2 aTnar P 2@, ) o LsTsT

where the interval at which the Gaussian peak is defined, can be approximated to reduce from —oc < T < oo
to Ty < T < T; without a significant loss in numerical precision. Visualising the above analysis, figure B.8
represents a typical specific heat temperature relation for a material undergoing non-isothermal phase

change. The integral of the Gaussian peak is equal to the latent heat of fusion of the phase change

V’:—-] N |
~
~

Figure B.4: Typical specific heat-temperature relation of an non-isothermal phase change process.

process?. With steel being the material of interest for the welding workpiece, the following discussion is
centered around non-isothermal phase change, and the adopted modelling choices that are appropriate for

studying the phase change phenomenon.

In order to sufficiently estimate the latent heat contributions that result from phase change in welding,
the energy conservation law must be solved. The classic method of solving temperature fields using the
temperature based equation (see equation (B.9)) renders the phase change problem stiff. Effectively, the

energy equation is stiff because the Gaussian hump in the ¢)-T" relation (see figure B.4) is rather sharp and

4The integral is equivalent to the latent heat up to a certain order of numerical precision
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not on the same scale as ¢, and c,,. The stiffness of the problem would require many integration nodes to
be placed in the vicinity of the mushy zone. Figure B.5 schematicises the approximation of the latent heat

in phase change by using the temperature variable, by using only four integration nodes. The grey region

T
Figure B.5: Typical ¢, — T relation schematicising integration over the mushy zone using four mesh nodes.

under the curve represents the numerical approximation of the latent heat L;. Indeed, by looking at the
grey numerically integrated region, it can be understood that using the temperature variable in equation
(B.9) to precisely capture phase change phenomena is difficult and numerically costly. To overcome the
difficulty of integrating over the Gaussian hump, a change of variable and use of the enthalpy as the
primal and dependent variable alleviates the numerical stiffness of the phase change problem. This is
due to the fact that the enthalpy variable masks the stiffness of the problem because h behaves like an
integral quantity, allowing for a smoother problem to be solved. The smoothing of the transition zone
is schematised in figure B.6 where four integration nodes are seen to precisely estimate the latent heat
contribution. Practically, the change of variable (from T to h) allows for the capturing of the latent heat
contribution with modestly sized mesh densities in the phase change zones of a weld pool. Thus, with only

a few number of mesh elements in the mushy zone, the latent heat contributions can be precisely estimated.

The change of variable translates equation (B.9) to the following:

A
Vh=vV.2 _ B.
pu-Vh=V-=Vh+ > s (B.9)

P source

As a final note, the peaking behavior of the specific heat is difficult to incorporate into typical numerical
heat transfer schemes because the ¢, term is attached to the transport terms of the conservation equation.

This can introduce large variations in the convection matrix of the system at the mesh nodes in the phase

change zone.
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Figure B.6: Typical h — T relation schematicising integration over the mushy zone using four mesh nodes.






Appendix C

Weak formulation

Here the weak formulation of the physical model discussed in chapter 2 is presented. The weak formulation
makes up the terms of the numerical model (see chapter 3) that is used to approximate the solutions to
the welding configurations studied in this thesis. Moreover, Ny, € H{, which means that the interpolation

functions Ny, are square integrable and are null at boundaries Ny |p = 0.

Nota bene:
If no subscript is indicated in the €2 symbol, the integral is defined across the entire domain. Otherwise,

Qe, €, , represent the cathode, arc-plasma and anode subdomains, respectively.

C.1 Electric model

Non-linear residual

0= Ry = [ (0"VO)- (YN d2= [ (g, 1)(No) 0y (C.1)

imp

Tangent matrix

Ty = /Q 0" (VN,) - (VN,) d€2 (C.2)

C.2 Magnetic model
Residual

O:RB:/(V/\B)-(V/\NB) dQ+/(V-B)(V-NB) dQ—/(—a*V¢)~(V/\NB) aQ  (C.3)
Q Q Q

Tangent matrix
Tps :/(V/\NB) (VAN dQ+/(V-NB)(V-NB) 40 (C.4)
Q Q
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C.3 Energy conservation model

Non-linear residual

Residual of the temperature based equation, as used in the cathode and arc-plasma subdomains:

0=Rr= [ (AOT)- (VNp) d ~ [ ((0V): Vo)(Nr) de,

c

- / (GronVi = joWeat — €0p(T* = TL)) N dT oy

4 /Q (pepuV TNy a9+ /Q (OT) - (VN7) 9 - /Q ((799) - Vo) (Np) d + /Q ()N d,
(C.5)

Residual of the enthalpy based equation, as used in the anode/workpiece subdomain:

0=Fn= [ (VRN dQ+ [ (AVT)- (VNW) d — [ ((@V6) Ve)(Ny) de2,
o o o (C.6)
- / [(jAPIWcmo) - 6JB(T4 - Télo)] Np, dFam’ - / hconv(T - Too)Nh dOQconw

pi conv

Tangent matrix

Tangent matrix of the temperature based equation:

W, —W, ,
Tpp = / ANV N7) - (VN7) dQ, — / [<2ATT+ i )eXp( 11y _ deop(T)? | Ny Ny dr
Qe T

kB kT

o (C.7)
+ /Q pe,u(VN7) N S, + /Q MV N7) - (VN7) d€,
P P
Tangent matrix of the enthalpy based equation:
A
Ty = / po(VNNy % + [ (V) - (TN;) S
fa (C.8)

Cp

4 h
=+ / 95 T3 Ny Ny, dl_‘apz — ‘/é)ﬂ ( Com}>NhNh danonv
Llpl conv

C.4 Mass and momentum conservation model

Non-linear residual

The following residuals represent the weak form of the dilatational low momentum and mass equations of

the arc-plasma.

0=Ry = (pu Vu) - (N )deJr/Qu

P

(Vu+ vu'): (VN + VNL)] o,
(C.9)
/ (V- -u)(V- N)de—/

., ((-oV) A B) - Ny d, - /Q P(V - N,) d,
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O:Rp:/Q (V- )diQp+/ ln”)

P

SV u) Np d, (C.10)

The following residuals represent the weak form of the incompressible flow momentum and mass equations

of the weld pool.

0=Ry=[ (pv-Vo) (N,)d% +/ 1 [(Vu + V') (YN, + VNZ)] dQ,

a

_/ ((~0Ve) A B) - (N) A2, —/ pgB(T — Tyef) - Ny d, (C.11)
_/FAP,(CCZZ;V T)-(No) an—/Qap(V-Nv) Q.

0=R, :/Q (V- 0)N, d% (C.12)
The following residuals represent the weak form of the deformable fluid interface equations of the arc-pool

interface.
(Pn + (u(Vu + Vul) - n))Nu dl api — / (pn + (W(Vo + Vo) - n))Nv dl api

dyn l Fapi api
_ /F a

pghanhZ dFapi _/

pi pi

(7Vs . ’I’L)TLNhZ dFapi] - Z

(C.13)
L

Rin = (D_V))—Vo (C.14)
=1
1

= —— | h,Ny dr 1

Vi dim(R™) /rlh e Al (C.15)

where [ is the element number at the interface, and L is the total number of elements at the interface.

Tangent matrix

The following tangent matrices represent those of the dilatational flow momentum and mass numerical

model of the arc-plasma.

Ty = / (pu - VN, (Ny) d, + /Q u[(VNu +VNL) : (VN + VN;)] o,

) (C.16)
—/Q “H(V - NV - Nl d,

Tup:/Q Np(V - Ny) d2, (C.17)
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(1
Tpy :/ (V- Nu)Np de+/ (SITP)VT-NU)NP s, (C.18)
P Qp

The following tangent matrices represent those of the incompressible flow momentum and mass numerical

model of the weld pool.

Too :/ (pv - VN ) (Ny) an+/ u[(VNU +VN;) : (VN,, +VN;5)] dQy (C.19)
Qq Qq

PJI“q,p:/Q Np(V - Ny) dQ, (C.20)

Ty :/Q (V- NN, 2, (C.21)

The following matrices represent those of the deformable fluid interface of the arc-pool interface, projected

along the vertical Z axis.

on
Oh,,

)) N U

Oh,n (Vs -n)n
| oz Ny, dlapi — | 242 M N ar,

api pi

R on . ¢
T = [ (2Pt + (- u(Vut Vul)

Ppi

(C.22)

M., h, :/r Ni, Np, dlapi (C.23)
api
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Scientific contributions

Peer reviewed articles:

1. A numerical study of the effects of cathode geometry on Tungsten Inert Gas type electric arcs.
International Journal of Heat and Mass Transfer, 2021.
DOI: https://doi.org/10.1016/j.ijheatmasstransfer.2021.121923
C.Nahed, S. Gounand, M. Medale

Oral conferences and presentations:

1. 23/09/2020 - Numerical modelling and simulation of welding and additive manufacturing.
Representative of SEMT/LTA on the numerical simulation of welding.
Conseil Scientifique de la Direction des Energies au CEA-Saclay.

2. 15/11/2020 - A parametric study of the effects of cathode geometry on TIG electric arcs.
International Conference of Fluid Flow, Heat and Mass Transfer 2020 (Virtual)

3. 10/12/2020 - A parametric study of the effects of cathode geometry on TIG electric arcs.

International Conference of Multiphysics 2020 (Virtual)

Miscellaneous:

1. 102 hours of coursework between Université Paris-XI and Paris-XIII

2. Preparation of a mechanics exam for 15 year physics students.

Subject: Flight dynamics - Abbass ibn Firnas and Einstein

3. Preparation of a project on an introduction to multiphysics coupling in engineering using CastzM.

Subject: A toy electro-thermo-mechanical high current controller
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