ARUP URS

136(4/45/12)ARPS
Performance Specified Surface Dressing for Trunk Roads
Sub-task 3
Desk Study of Scuffing Test Methods
Report
September 2013
Version 1.00

Arup URS Consortium,
providing the DfT and its executive Agencies with transportation technical consultancy services



Document Control

ARUP URS

Document Title

136(4/45/12) ARPS
Performance Specified Surface Dressing for Trunk Roads

Sub-task 3: Desk Study of Scuffing Test Methods
Report

Owner

Daru Widyatmoko (URS)

Distribution

Donald Burton and Arash Khojinian (HA)

Document Status

Final Report (version 1.00)

Revision History

Version | Date Description Author

0.01 05-08-2013 Initial Draft for Internal Review Daru Widyatmoko
0.02 12-09-2013 Second Draft for Internal Review and Approval Daru Widyatmoko
1.00 29-09-2013 Report for Issue to Client Daru Widyatmoko
Reviewer List

Name Role

Martin Heslop (Acland)

Technical Reviewer (Version 0.01)

Richard Elliott (URS)

Technical Reviewer (Version 0.02)

Signoff List

Name

Role

Ramesh Perera (URS)

Arup URS Consortium Framework Management (Version 1.00)

This is a controlled document.

This document is only valid on the day it was printed. Please contact the Document
owner for location details or printing problems.

On receipt of a new version, please destroy all previous versions.

136(4/45/12) ARPS

Page 2 of 13




ARUP URS

Table of Contents

1. LY £ oo [T 4o ) T 4
2. 1 =T £ oY [ [ T o 5
3. Review of Scuffing Test Methods.........ccccirmiiismmnisminsn s s seenens 6
4, Meetings and Discussions with TTRL and PTS Laboratories ...........ccueemmncennrinenns 7
5. (€= =T = T T =TT U1 o o 10
6. Other Useful DOCUMENLS .......ccirerirmmiimsriesnnsss s s s s sss s sss s sasmssnmssssnes 11
7. Conclusions and Recommendation ..........cccceeiimminesnnsmnssmnesss s ssasssaes 12
8. =Y =T T 1= 13
APPENDICES

APPENDIX 1 — Laboratory Test Methods and Procedures

APPENDIX 2 — Procedures for Determination of Erosion Index (El) and Scuffing Test

136(4/45/12) ARPS Page 3 of 13



1.

ARUP URS

Introduction

1.1 Purpose of Document

In April 2013, Arup URS Consortium was commissioned by the Highways Agency
to carry out a programme of work on “Performance Specified Surface Dressings for
Trunk Roads”, under the Department for Transport (DfT) Framework for Transport
Related Technical and Engineering Advice and Research — Lot 2: 4/45/12,
Package Order reference: 136(4/45/12)ARPS.

Following the inception meeting on 9 May 2013, it was confirmed that the work
comprised three sub-tasks:

= Sub-Task 1: Review of Clauses 922 and 955, including Note for Guidance
= Sub-Task 2: Brief letter report on Confidential Review of TAIT

= Sub-Task 3: Desk study report associated with “wear test” of High Friction
Surfacing (HFS), currently being adopted as part of certification tests of
HFS for Strategic Road Network in the UK.

This report presents the findings from Sub-Task 3.

1.2 Background

It is understood that the Highways Agency (HA) and the British Board of Agrément
(BBA) have some concerns over the recently reported high variations in “wear test”
results during the certification process of HFS systems, carried out by two
laboratories. However, there was not enough clarity with regard to the “wear test”
in question. In addition to this, it is understood that the main concern about the
variability of the test results was primarily related to testing Thermoplastic HFS
Type 1.

Currently there are two known published “wear test” methods for testing HFS,
specifically:

= TRL Report 176 (Nicholls, 1997);

= BBA HAPAS “Guideline document for the assessment and certification of
high-friction surfacing for highways”, RSG1.08.189 (BBA, 2008).

The above documents make reference to two types of “wear test”, namely: Scuffing
and Wear. During the early discussion with the HA, Arup URS Consortium was
requested to investigate which one of these types of tests was reported to have
issues with high variations in test results.

Wear Test

The Wear Test is cited in Appendix H of TRL report 176 (Nicholls, 1997) and
Appendix D.8 of BBA HAPAS (BBA, 2008).

It is understood that, to date, there is only one laboratory that is able to perform the
Wear Test, using equipment called the Road Test Machine (RTM), Figure 1. The
civil engineering laboratory at the University of Ulster has been using this
equipment to carry out third party assessments on the Wear Test, on the behalf of
BBA under the HAPAS SG3 scheme. Hence, only a single item of equipment from
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a single laboratory is involved in this test. In this context, therefore, it can be
concluded that the current HA/BBA concerns are not related to results from the
RTM Wear Test.

Figure 1: Road Test Machine

Scuffing Test

The Scuffing Test is cited in Appendix G of TRL report 176 (Nicholls, 1997) and
Appendix D.7 of BBA HAPAS (BBA, 2008). This test is normally followed by
determination of Erosion Index in accordance with Appendix F and Appendix D.6 of
these documents, respectively.

Previously, Thameside Test & Research Limited (TTRL) was the only laboratory
approved to carry out the Scuffing Test on the behalf of BBA. However another
laboratory, PTS, has subsequently obtained accreditation to perform the Scuffing
Test. Following direct contacts and meetings with TTRL and PTS, it was concluded
that HA/BBA concerns were related to the variability of the Scuffing Test results
performed by these two laboratories. Consequently, this report is exclusively
focused upon assessing the variability of the Scuffing Test.

2. Methodology

Considering the time and financial constraints, it was agreed with the HA Client
Package Order Manager that the assessment would be carried out by a desk
study, comprising:

» Review of Scuffing Test and the associated assessment methods;

= Review of available information associated with variability of the test
methods;

= Meetings and discussions with the two laboratories accredited to carry out
the Scuffing Test (TTRL and PTS);

»  Summary of findings and recommendations.
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3. Review of Scuffing Test Methods

BBA HAPAS document RSG1.08.189 (BBA, 2008) basically follows the methods
for testing in accordance with the Appendices of TRL Report 176, but with some
amendments. The details are contained in Appendix D of the BBA HAPAS
document; these are reproduced in Appendix 1. For completeness, Appendices F
and G of TRL Report 176 are reproduced in Appendix 2.

The Scuffing Test carried out to the BBA HAPAS suite of testing broadly involves:

Laboratory manufacturing of SMA substrate with certain performance
characteristics, specifically wheel tracking rate of not greater than 2mm/h at
45°C with a texture depth of 1.05 £ 0.1mm;

Application of HFS over the laboratory manufactured SMA substrate;
Testing of two different sample conditions i.e. unaged and post-ageing;

Testing at two different test temperatures i.e. either 35°C or 45°C,
dependent upon the performance criteria and classification of HFS (i.e.
Type 1,2 or 3);

Scuffing Test on a set of 3 specimens;

Texture depth measurements on specimens before and after the Scuffing
Test;

Erosion Index (El) determination after the Scuffing Test, using visual
assessment and a standard grid scale of not less than 100mm wide by
250mm long, divided into 50mm x 50mm squares by a steel mesh.

Skid Resistance Value (SRV) assessment by British Skid Pendulum is normally
carried out before the Scuffing Test.

Considering the above, there are a number of factors which may affect the
repeatability and reproducibility of the test method, including:

Variations in the SMA substrate, due to potentially different material
composition, volumetrics, sample manufacturing procedures and possible
effect of scuffing test temperature (35°C or 45°C). Whilst the absolute
texture value may be considered to realistically simulate site appearance,
the specified texture depth for the SMA substrate is very restrictive (the
permitted tolerance is smaller than the precision of the volumetric patch test
method) and therefore may be difficult to achieve; in this case, replacing the
texture depth requirement with a small range of permitted air voids (e.g.
between 2% and 4%) could be a better way forward.

Variations in the ‘family’ of HFS, i.e. cold or hot applied HFS, are known to
have different curing and performance characteristics. The effect of
temperature variations on the properties of cold applied HFS systems is
marginal since these materials are predominantly thermosetting in nature,
whilst hot applied HFS systems are greatly affected by temperature
changes (i.e. being thermoplastic material).

Variations in scuffing machines, including condition of test apparatus and its
components (e.g. tyre wear and size, tread pattern, inflation pressure).

Subjective assessments by different operators and/or laboratories, more
importantly during visual assessments such as determination of ElI.
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= Variability in the texture depth measurements, and the questionable
accuracy of the test method on a relatively small surface area.

= The current test method is not prescriptive enough and the test
requirements are not contained within a single standard. Currently, the BBA
HAPAS (2008) document makes reference to TRL Report 176 Appendix G
with a few amendments noted in the current document. This is open to
varied interpretation.

The above list is not exhaustive but suggests complex interrelated variables may
contribute to variability of test results.

Meetings and Discussions with TTRL and PTS Laboratories

4.1 Meeting with TTRL

On 19 June 2013, a meeting between Daru Widyatmoko (URS), Martin Heslop
(Acland) and Paul Shrubsole (TTRL) was held at TTRL laboratory in Meopham,
Kent.

During the visit, Mr Shrubsole explained the procedures adopted for the Scuffing
Test and demonstrated how the associated visual assessment was carried out.
According to Mr Shrubsole, TTRL and PTS laboratories have carried out some
comparative scuffing tests; however, the results and interpretation of test results
varied significantly.

Key findings from this visit:

= Tyre tread: TRL Report 176 specifies a minimum depth of 1.0mm. TTRL
typically used tread depth of not less than 1.4mm. Eventually, the depth of
the tyre read will reduce after being filled by debris from the scuffed
surface. In this situation, the tyre must either be cleaned (to restore the
tread depth) or replaced by a clean tyre. It is possible to rotate the same
tyre in order to obtain a clean tread. It was found that thermoplastic
systems filled the tread more quickly than resin based systems.

= Tyre size: TTRL has been using a different pneumatic tyre size (215mm +
2.5mm diameter) which is larger than that specified in TRL Report 176 (any
size from 200mm to 205mm diameter is permitted); the smaller tyre size
was reported to result in less damage. It is understood that the 215mm
diameter tyre size was supplied by Bickle Castors and Wheels Limited of
Milton Keynes, and has been adopted by the BBA since (at least) 2005.

= Use of talcum powder: in order to reduce stickiness, TTRL has normally
used a moderate to heavy application of talcum powder on the tracked
surface. Whilst this practice is actually contrary to that recommended in
sub-clause G.5.6 of TRL Report 176 Appendix G, TTRL found it necessary
to use generous applications of talcum powder.

= El: The El value is determined using a standard grid scale in accordance
with TRL Report 176 Appendix F, to determine the area which remains
coated with HFS after being subjected to the Scuffing Test. In this context,
the BBA HAPAS document has added further definitions:

o “The loss of binder and/or aggregate shall constitute erosion”;
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o “For thermoplastic systems only any area of melting or displacement
shall be regarded as being erosion”.

TTRL laboratory reported El as an average value of two independent visual
assessments by two different operators. However:

o This visual assessment is very subjective, open to interpretation,
and uses a standard grid scale against a rating method as detailed
in TRL Report 176 Appendix F, as shown in Table F.1 and Figure
F.1 (reproduced in Appendix 2 of this report). Occasionally, two
operators had to repeat the assessment when there was a large
difference in the rating given by each assessor; repeat assessments
would normally take place on the following day.

o ltis difficult to assess the El for deformable materials (such as
thermoplastic systems) because after the Scuffing Test, failures
may be manifested as material loss (hence ‘erosion’) on some grid
squares but gain (hence ‘swelling’) on some other grid squares. This
makes the rating assessments of the grid squares even more
subjective.

TTRL scuffing test equipment and its accessories are presented in Figure 2.

215mm Diameter Tyres

AR T L

TTRL Scuffing Test Equipment Grid Scale for El Assessment
Figure 2: Scuffing Test Equipment - TTRL

In addition to the above, URS was provided with two sets of documents presenting
research work carried out by TTRL, investigating an alternative to the Scuffing Test
for surveillance testing of thermoplastic HFS systems. The content of these
documents will be discussed in a later section of this report.

4.2 Meeting with PTS

On 26 June 2013, Daru Widyatmoko (URS) visited PTS laboratory in Adlington, for
a meeting with David O’Farrell, Tony Sewell and Anthony Collier (PTS).
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During the visit, Mr O’Farrell explained about their work on the Scuffing Test and
Mr Collier demonstrated how the test was setup and the visual assessment
associated with the testing was carried out. PTS has modified the British Standard
small scale wheeltracker for the Scuffing Test; the setup is illustrated in Figure 3.

I| 'fFI L]

Figure 3: PTS Scuffing Test Equipment

During the visit, URS was provided with the following PTS reports:

= PTS1219-X- BBA - Thameside - PTS - Scuffing Approval Hitex Dark
Chinese TYPE 1 Edge Lane Liverpool, Set 1 Thameside Scuffing Test
Report 030412 Issue 2.

= PTS1219-X- BBA - Thameside - PTS - Scuffing Approval Hitex Dark
Chinese TYPE 1 Edge Lane Liverpool, Set 2 Scuffing Test Report 230312.

= PTS1219-X- BBA - Thameside - PTS Scuffing Approval Hitex Dark Chinese
TYPE 1 Edge Lane Liverpool, Set 3 Thameside Scuffing Test Report
030412 Issue 2.

= PTS1219-X- BBA - Thameside - PTS Scuffing Approval Hitex Dark Chinese
TYPE 1 Edge Lane Liverpool, Set 4 Scuffing Test Report 230312.

The above reports present work which PTS completed as part of comparative
scuffing tests with TTRL. Unfortunately, the reports exclusively contained PTS test
results only and therefore do not demonstrate how much difference there was
between the PTS results and those of TTRL. However, based upon the available
details and the discussion with PTS, specifically on the test setup, it was revealed
that:

= PTS was using the 200mm diameter pneumatic tyre (complying with TRL
Report 176) which was smaller than that used by TTRL (215mm, complying
with the BBA HAPAS document);

= In order to reduce stickiness, PTS used a light application of talcum powder
(as recommended in TRL Report 176), whilst TTRL has applied more
generous amounts of powder on to the tracked surface.
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= PTS carried out the El determination based on a single operator
assessment, whilst TTRL used an average value from two independent
operators. The former approach was in compliance with TRL Report 176,
whilst the latter was merely a voluntary decision intended to improve
confidence in the visual assessments.

5. General Discussion

Based upon limited information and discussion with the two accredited laboratories
(PTS and TTRL), it appears that the test setup and interpretation plays a significant
role in the variability of the reported test results.

There has been an initiative to carry out a comparative study between PTS and
TTRL; this study also involved BBA. However, there was a large variation reported
from the test results. Whilst full details have not been made available to URS,
these variations could be due to a number of reasons:

= Tyre size: PTS used the smaller tyre size as specified in TRL 176 (i.e.
200mm diameter) during the comparative study with TTRL.

o As noted during the visit, however, PTS has started using the
215mm diameter tyre, obtained from the same tyre supplier as that
used by TTRL.

o Whilst the full report from this study is not available to URS, the
difference in tyre sizes is believed to be the main reason for the
large variability in the Scuffing Test results between these two
laboratories.

o The logical next step would have been to repeat the study (since
both laboratories now use the same tyre); however, this has not
been done due for financial reasons. PTS was requested to fund the
second study but declined.

= Currently there are no data to substantiate the effect of talcum powder
application on the scuffing resistance of HFS. However, the application rate
of talcum powder should be standardised to avoid possible effects on the
test results.

= For thermoplastic systems, there appears to be inconsistency in
determining the area under the grid squares. It may be difficult to agree
how to rate the erosion level for an area where thermoplastic surfacing has
melted or displaced after the Scuffing Test. Discussions with various parties
involved with the test suggest that the current procedure is not suitable for
thermoplastic systems.

= El: TRL Report 176 allows the visual assessment to be carried out by a
single operator; however, it does not explicitly prohibit having multiple
independent assessments. Therefore, clarity is required to ensure
consistency between test results. In this context, it is recommended that a
mean of 3 independent assessments should be adopted.

The above appears to have been exacerbated by the lack of clarity in the adopted
test procedures, which are open to different interpretation regarding how a test or
assessment must be performed. Cross-referencing between the two separate
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documents, i.e. TRL Report 176 and BBA HAPAS guidelines, may also contribute
to the loss of clarity due to discontinuity of information.

Following on from the above, it is essential that the test procedures should be
revised and improved for clarity, and that these should be contained within a single
document to ensure continuity of information.

Considering the mode of failure, specifically for thermoplastic systems (which leads
to complication during the assessment of El) an alternative assessment method is
warranted.

6. Other Useful Documents

During the visit to TTRL laboratory, URS was provided with the following
documents:

= “An investigation into the scuffing test as applied to thermoplastic HFS
systems” (TTRL1);

= “Investigation into an alternative to the scuffing test for surveillance testing
of thermoplastic HFS systems” (TTRL2).

Reviewing an alternative to the Scuffing Test method is not part of the current Task
136(4/45/12)ARPS. For completeness, however, key findings from the above
documents are summarised here:

=  “Thermoplastic binders seldom, if ever, fail under test by the erosion of the
coating. The mode of failure is softening and displacement of the HFS
coating by the elevated test temperature and the action of the scuffing tyre”
(TTRL1).

= There was a change in appearance observed on a thermoplastic system
with zero El, where aggregate had been embedded into the binder and the
scuffing track had a smoother surface, resulting into a drop in macrotexture
of 25-35%. This phenomenon is different to that observed on the road,
where reduction in macrotexture is less likely. (TTRL1)

= Pigmented thermoplastic systems have given higher El than those of black
versions. (TTRL1)

= TTRL has hypothesised that there could be a critical temperature, which
occurs just a few degrees below the standard 45°C, beyond which the El
value increases dramatically. (TTRL1)

= TTRL also suggested that an alternative test is required and it should be:
discriminatory; repeatable and reproducible; performed on the melted
material taken from the boiler on site; of sufficient mass to negate variations
within the mixture and investigate the thermo-mechanical properties of the
mixture, and; ideally, able to be performed by manufacturers to aid in
development and quality control. (TTRL1, TTRL2)

= Two thermo-mechanical tests were reported: an indentation test (adapted
from BS EN 1871) and a bespoke creep stiffness test. However the results
did not correlate with the Scuffing Test El; therefore, further investigation
into an alternative test method is warranted. (TTRL2)

The above findings suggest the following:
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» Scuffing is not appropriate for testing thermoplastic HFS systems, due to
differences in the shear (scuffing) resistance phenomenon observed in the
laboratory and on site.

* An alternative method to assess scuffing resistance of thermoplastic HFS
systems is required and this requires further investigation.

In addition to the above, during the visit to PTS, URS was also provided with a
report produced by Cumbria County Council on the performance of HFS in
Cumbria. This report contains a substantial database of in service performance of
various types of HFS, which may be used as a good reference point when
reviewing the current specification adopted for HFS. As with investigating an
alternative to the Scuffing Test, a review of the HFS specification is not a part of
the current Task 136(4/45/12)ARPS and therefore is not discussed further in this
report.

7. Conclusions and Recommendation

7.1 Conclusions

This desk study reported the findings from a review of the Scuffing Test method
and possible reasons for the observed variability of test results reported by TTRL
and PTS laboratories during their comparative study.

The main reasons appear to be related to inconsistent testing equipment (e.g.
different tyre sizes) and approach adopted to analyse test results (e.g.
single/multiple visual assessment and the amount of talcum powder used during
testing).

In addition to the above, the current setup for the Scuffing Test is not considered to
be suitable to assess the performance of thermoplastic HFS systems.

7.2 Recommendations
Considering the above conclusions, the following further works are recommended.

Due to the different nature of HFS systems and limitations of the current Scuffing
Test method, it may be necessary to apply different test methods for different
systems.

= For cold applied (thermosetting) HFS systems, the current Scuffing Test
protocol should be revised and updated as a single document containing a
full test method. This new document should consider the range of factors
which may affect the repeatability and reproducibility of the test method, as
presented in Section 3 of this report.

= For hot applied (thermoplastic) HFS systems, an alternative test method
should be considered to account for the characteristics of thermoplastic
systems. The alternative test method should be discriminatory, repeatable
and reproducible; it should also be performed on the melted material taken
from the boiler on site, be of sufficient mass to negate variations within
mixture, investigate the thermo-mechanical properties of the mixture and,
ideally, able to be performed by manufacturers to aid in development and
quality control. This future work should involve distinctively defining erosion
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or “wear” under scuffing test and validating the test results against the
performance of thermoplastic systems in situ.

The BBA HAPAS specification (2008) would need to be updated to account for any
findings from carrying out the above recommendations.
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APPENDIX 1 — Laboratory Test Methods and Procedures

Reproduced from Appendix D of BBA HAPAS document RSG1.08.189 (March
2008)

AFPPENDIX D

Laboratory test methods and procedures

For the purpose of the assessment of High-Frietion Swfacing the following test methods and procedures have
been agreed by the Specialist Group 1 — High-Fricton Surfacmeg.

1. Requirements for SMA zlabs are given in Appendix E

[

Reguirements for conerete slabs are given in TRL Report 176 (1977): Appendix B with the
following amendments:

Clausa B.4.3 Dalate ‘gither " and “or (130 =2) mm" by (150 =2) mm”

3. Procedure for applying High-Friction surfaces and the measurement of the surface thickness are
given in TRL Report 176 (1977) : Appendix C with the following amendments:

Clanze C 4.1 Delete £ Jmm " and replace with =0.25 mm”
Clanse C 4.1 Delete ‘dises qf (10 £1) mm diameter’ and replace with “dises of barwesn 10 mm and

20 mm diameter’
Clause C4.7 Delete “=] (0 and replace wath ‘=2 09C"
Clause C.5 The 20 mm penmeter of the test slab surface shall not form part of the test area.
Clausa C5.22 Delets ‘£ %" and replace wath “=2.0°C"
Clausa C.5.3.2 Delete '=0 2 mm " and replace with “=0.5 mm
Clause C.5.4 The clause shall be amended to read:
Cure the coated samples ar a temperarure of (20 +/~3)°C for 7 days prior to testing. If the samples are
not ready for testing after the 7 days. cure peried they shall be stored flat 50 that the whole of the
bortom surface is supported ar a temperarure af (5 +~2)°C.

4 Procedure for determination of texture depth iz given in TRL Report 176 (1977) : Appendix D
with the following amendment:

The use of any steel rule, conforming to BS 4172 of 300 mm or more m length, shall be allowed.

o

Procedure for the determination of zldd rezistance value iz given in TRL Report 1796 (1977) :
Appendix E.

6. Test procedure for determination of the degree of eresion and visual ehservations are given in

TEL Repaort 176 (1977) : Appendix F with the following amendments:
Clause F.7.1 Visual observations to be camed out under dayhght only.

Table F.1 Delete ‘drea af Coaring Remaining’ and replace with ‘Area af coating (including
ageregate) remaining

Clause F.6.2 ‘For thermoplastic systemz only any area of melting or dizplacement shall be
regarded as being erosion’.

‘The loss of binder and/or aggregate shall constituts evosion”

Page 17 of 28
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T Test procedure for seuffinz i3 ziven in TRL Report 176 (1997) : Appendix G with the following
amendments:

Clause G4.2 Delate ‘200 mm and 205 mm" and replace with ‘(2150 £2.5) mm”
Delete ‘(3.1 =0.1) bar’ and replace with *(3.] £0.2) bar”

Clause G4.3 Deleate (520 £5) N* and replace with “(320'£20) N*

Clauze G4.5 Delete “(21 =02} load cycles " and replace wath (21 =0.3) lead cycles”

Clause G4.7 Delete ‘(45 =1.0)°C" and replace with “erther (35 =I.0)°C or (45 = L.OJ)°C For Type 1
and 2 systems the testing shall be carried out at (435 = 1.0)C and for type 3 systems at
(Fizlmec”

Clause G5.3 Temperatwre measurement to be swface femperatures m accordance wath BS 498 -
Part 110.

Clause G5.6 Delete ‘ambisnt temperarure at (43 =1.0)°C" and replace with ‘rezr remperamrs of (45
=1L.0VC or (35 =1.0)°C"

Clause G.5.9 Temperature measurement to be swface temperatures m accordance wath BS 598 -
Part 110.

8. Test procedure for wear i1z given in TRL Report 176 (1977) : Appendix H with the following
amendments:

Clanse H4.7 Delete ‘=] 0°C" and replace with “=2.0°C".

Clause H3.1 Delete (2.0 0.1} bar" and replace wath 2.0 £0.2) bar”.
Clause H3.3 Delete (10 =2}%C" and replace with (20 =2)°C".

Clause H5 4 Add the following text at the begimning of the clanse:

“Condition the samples in an envirenment maintained ar (10 =2)°C for a period af
greater than 4 howrs "

Clause H3.5 Delete ‘When the surface temperature iz in the range (10 =2)°C." and replace wath
‘Condition the samples in an environment maintained at (20 =2)°C’ and when the
surface temperature is in the range of (20 £2)°C."

9, Test procedure for tenszile adhesion iz given in TRL Report 176 (1977) : Appendix J with the
following amendments:

Clause J4.1 Load cell to be Grade 2 accuracy to BS 1610 and of a switable capacity.

Clausa J4.4 Note: An angle gnnder fitted with a diamond blade has been found switable for
cuthing through the high-frnction surfacing.

10, Procedure for heat-ageing conditioning iz given in TRL Report 176 (1977) : Appendix K with the
following amendments:

Clause K 4.1 Delete complying with BS 2643.". Oven must be capable of mamtaining the sample
temperature at {70 =3)°C.

Clause K53 Sample edges must be supperted during heat ageing.

A mimrmm condiioning period of 24 hrs at (5 £2)°C shall be allowed prior fo
scuffing.

Page 18 of 28
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11. Procedure for freeze/thaw conditioning iz given in TRL Report 176 (1977) : Appendix L with the
following amendments:

Clause L.3 Mote: The temperatures relate to the condifioning chamber

Clanse 153 A metal frame (zealed usmg a swtable sealant) 1z to be used to retain the brme
solution imstead of road tape.

Brine soluhion to be made using sedinm chlonde (GP grade).
Clause L5.7 Delete ‘g single specimen” and replace with “rwo samplas”

12. Procedure for diezel susceptibility conditioning iz given in TRL Report 176 (1977) : Appendix AL
with the following amendments:

Clanse M.3.3 Metal frame (sealed using a suitable sealant) to be used to retain the diesel ol instead
of road tape.

Clause M.5.5 Samples to be stored m 2 temperatwre confrolled environment at (3 +=2)°C prior to
testing.

Clause M.5.7 Delete ‘g single specimen” and replace with “swo samples.

13, Test procedure for determination of thermal movement iz given in TRL Repeort 176 (1977) :
Appendix N with the fellowing amendments:

Clause N.5.6 Mote: Temperature measuwrements to be swrface temperatures.
Clanze N.5.7 Mote: Temperature measuwrements to be swrface temperatures.
Clause N.5.8 Three zamples to be tested, once sach.

14. Test procedures for optional testz are given in TRL Report 175 (1977) : Appendix P with the
following amendments:

Table P.1 Delete Extreme claimed =2°C' and add the following:
Minimum claimed installation temperature +0°C & -2°C
Maximum claimed insrallation temperamre -0°%C & +2°C

Clause P3 and Table P1
Test samples for the substrate textre depth and concrete substrate optional tests may

be prepared m accordance with Appendix T of TRL EReport 176 durmg the
preparation of the test samples for the mandatory tests.
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APPENDIX 2 — Procedures for Determination of Erosion Index (El) and Scuffing
Test

Reproduced from Appendices F and G of TRL Report 176.

APPENDIX F: TEST
PROCEDURE FOR
DETERMINATION OF THE
DEGREE OF EROSION AND
VISUAL OBSERVATIONS

F.2

For the purposes of this Appendix, the definitions given in
BS 598: Part 100 apply.

P inssoniaedl e Wnws 2 omepasn i e Ssl pid,
the individual values between 0 and 3 depending on the
propertion of material eroded in that square o expose the
specimen. Hence, the erosion index can have a value
berween 0 (no erosion) and 30 (completely eroded). The
surface of the specimen is surveyed for any abnormalities.

BAL el bem ol 8w Swed buspl beldng
35mm, film.

FA42  Flash wnit.

FA3 Camera housing (opfional} which will
:cwmmdm s Basmm by 305

NOTE. The housing described in Appendix 2 to Road Note
27 is suitabie for this purpose.

FAA4  Grid, not less than 100mm wide by 250mum long
divided into S0mm x S0mm squares by a steel mesh.

WW%MWMMMMM@MM
g Beskodd o, Pises @ Il alfisenst o the spadiann

i

giving the specmum reference number, the test regime

being carried ber of wheel-passes completed.
F.52 Position the camera (500£100)mm
icularly over the speci and position the flash

umtsoumbnhlcmnﬂhammmespwmaunmg)e
of (45 £12)° from the plane of its upper surface, using the
camera housing if required, Adjust the focus and aperture
BiEe e dep askevanh seiiegs mukn&ywﬁim

sl s

F.6 EROSION INDEX

F.6.1  Placethe grid over the centre of the specimen with
the longer side parallel to the wheel path and the grid over
the toaalend oes.

F.63  Calculate the erosion index by multiplying the
numberof squares in each grade by the respective weighting
factor given in Table F. 1 for that grade and add together the
four sub-totals to give the erosion index.

#Q]&mgmmwmeammm&

a@mmmmmmm

BT

F7.1  Sunding with a light sowrce behind the observer,
view the specimen with cach of the four sides nearest 1o the
observer in turn, Note the presence of any faults or
abnormalities other than loss of covesage by the high-
feinten srbame o paris of the upasummen,un swaoead iy
s el S, Fosallde ool hudaln

v e T off, o hea, 5
: kmmﬂmwm:w

sl
*  cracking of the surface and/or the substrate; and

e de-lamination of areas of the surfsce from the
substrate.

F.7.2  Repeat F.7.1 with the light source beyond the

136(4/45/12) ARPS
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TABLE F.1
Assessment of Rating of Grid Squares
A Vi v w el i TR =1
3 Erenior e or syenll o 508 anvd less than 755 £y
] angter Pyan or sgal i I59% and Toss than 56 wE
i Less dhan 25% x3
MR, The il frs oo b By Ll G W
Bt Wby of Yotms o ndlen
]
B
3
&
Troalls 0] Pt
Yime U Boeslnnen el Dades Walle

unit and any observations made as to the visual condition of
the specimen.

T DIX G: TEST
Thetestreportshallinclude the erosionindex to thenearest ) ROCEDURE FOR SCUFFING

F.10 REFERENCES

] R
o, Tihomisbrsraggen B Veombyrems ot sl wrowions ndloss emme
g b o ek e of Posies e el e deeneine fe
wenistosay af & ligh-Rlofm pediy spssm o woar by
SRR,

15
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G.4 APPARATUS
The apparatus shall consist of:
G4l mw:tap,;mmmmmn&nhmm

Lol s o pemellgy T,
%%WWW%W%M ’ﬁ@ﬂ@&k

BAS  Welphod soailyver avey, & apply & Tosd wo vbs
whisl nrlersandandwetonadiions ol (SRREAIN, mesmmod
0 v el o et o€ Ul mpecimen el ol o e
plare of the seupls telide.

GA4  Sample able, d ie a 305mm
by 305mmun recrangular laborstory-prepared specimen to be
held firmly in place with its upper surface horizontal, in the
required tracking plane and with its centre positioned 1o
ensure symsmetrical tracking motien.

G.AS  Wheel-tracking machine, construcied so as to
enable the specimen to be moved backwards and forwards
under the loaded wheel in a fixed horizontal plane. The

Fig. G1 Suitable scuffing machine

18
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centre of contact area of the tyre shall describe simple
harmonic motion with respect to the centre of the top
surface of the specimen with a frequency of (2140.2) load
cycles (42 passes) per 60 ds and a total di of
travel of 23045 mm.

BAY  HMews B spgeniey ooded, B0 68 Ba
tamperstue of e specimen during tesiing Ts wolforos and
mataizined coniant g (4501,

RUFTE, A compbens ssmpurniues rove snclosbuy R sese
ehindg is one methiod of mening this regriremsny.

GAB  Tyre pressure gauge.

G499 Pump suitable for inflating tyres,
GAID  Tyre tread gauge.

G411 Tale, french chalk or limestone filler.
G.5 PROCEDURE

Gs1 M the line of motion and

e the angle b

the plane of the whesl

{SSE17°C or s ariodaf 4108 bos eles o fouting,.
GEF ook B o i sl v vy e ot

and e dhe bEn e BRarer (Rt
GAS Phesens gachme in he selifng meshine and
s 18 o e v e mabdew

iemperaiure at{AS2117C, Secuse the specimen igilly o the
iableofthe machine. I thesurfsce of the specimen i sticky,
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lightly dust it with talc, french chalk or limestone filler. Set
the centre of the specimen within 10mm of the centre point
of the loaded area at the mid-point of transverse. Set the
machine in motion for 500 wheel-passes (250 cycles taking
approximately 12 mimtes),

GA7  Repeat G55,

88 Repest G.5.5t0G.5.7 for the other two ceplicate

RBaL mmmwwmmmw
el ks Sor tiee e
wiine Bou e B

Gh2  The loss of wntore depth snd the loss of shid-
resistance vabee for the high-friction surfece are caloulmed
BB

(tnitial valus - Final value) o
Tt el

lowe =100 x

&7
W prascisfionny ol s e vt Dol s e et mmmitond.

#  thesource, fype and gradead e inder and sy
*  ihe tespereitne @t whdel die slab wae maes-
Lactumed,

® ﬂm&gﬁafﬁmmmw
®  isnsaberadthe sdoen Agpuslisg Lo, TRL
Bapmk 736, Arpendiz & oF Apeendiz IE*;
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o  batch numbers for the binder and aggregate;
0 bi p during i
¢ the mean thickness of high-friction surface on
esch gpecimen; and
¢ ihe number of the Appeadiz, i.e. THL Report
176, Appendix C:
d)  tempersture ot which the test was carvied ;s;
¢) initia] and fimsl tyve inflation pressures wnd tresd
hagalen G i bk 0w hesh Epealnmly

whenk
i ] WMmemzwmmmm
s el oy o sl ansmy

b ol Fond vestems fhpih, moaden infes s wied

k)  the number of this Appendix, i.e. TRL Report 176,
Appendiz

0 any st conditions and operational deails not pro-
vided inthis Appendiz, s anomalies, if any, likely
o hase sffeniod theresalis.

m@mﬂmmmmmmmm mﬁm&sﬁw m
o pred s, Pt mmmmmm
o, v,

T

PROCEDURE FOR WEAR

Hi SCOPE

Beredidanon o wenrby repeated seming wheels of s high-
Trintion sucfecs 4t 3 Tow tempensiane.

HZ DEFINITIONS

Wasg ey pavcpiosen o thin Apeewdin, the deBnitom
B S0 Fonk 150 iy,

i
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