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Abstract  

Rehabilitation and maintenance of the aging transportation infrastructure are of major 

concern in the Province of Ontario. A large portion of this work is related to the durability 

of highway bridges around the province. One of the weakest points in a bridge structure 

from a durability aspect is the expansion joints that can allow harmful elements, such as 

road salts and contaminants to leak down from the road surface and attack the supporting 

structure of the bridge. Although expansion joints can be eliminated in the design of a new 

bridge, such as in an integral abutment bridge, this requires major changes to the supports 

and structure of the bridge, making it impractical for retrofitting existing bridges. One 

effective alternative is the replacement of a traditional expansion joint with a link slab. A 

link slab is a concrete slab used in place of an expansion joint to make the bridge deck 

continuous while keeping the supporting girders simply supported [1] . Link slabs must be 

able to resist large force effects both in bending and direct tension while minimizing 

cracking [2] , one solution is to use the high tensile and flexural strength properties of an 

ultra -high performance fibre-reinforced concrete (UHPFRC) [3] . The UHPFRC mixtures are 

often proprietary and expensive. The purpose of this research was to evaluate the potential 

of using common fibre types with standard concrete ingredients in a fibre-reinforced 

concrete (FRC) as an alternative to UHPFRC in a link slab. 

Using a selection of macro fibres commonly used in slab on grade applications for crack 

control, an optimized FRC mixture was developed following the principals established by 

Rossi and Harrouche [4] . This mixture was then used with a vari ety of fibre types to 

evaluate the structural and durability properties of the FRC. Testing was conducted for 

fresh mixture properties, compressive, tensile and flexural strength as well as freezing and 
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thawing resistance, linear shrinkage, environmental and salt exposure along with other 

durability tests. 

Results showed that the concrete mixture used for an FRC link slab should consist of; an 

equal ratio of fine and coarse aggregate by weight and a higher than normal percentage of 

cement paste, for optimal workability and a dosage of 1.5% by volume of macro steel 

fibres. Hooked-end steel fibres resulted in the best performance increase to the FRC of the 

six fibre types tested. Results also showed that reinforcing cage for an FRC link slab should 

be designed to ensure that fibres can evenly reach all areas of the link slab form to give 

homogeneous fibre distribution. Although the FRCs created did not perform to the high 

level of a UHPFRC, these results show a consistent and effective FRC can be created, for use 

in a link slab with common fibres and standard concrete materials to provide a less 

expensive and more widely available FRC link slab than UHPFRC. 
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1. Introduction  

In the Province of Ontario there are over 2,700 highway bridges owned and maintained 

by the Ministry of Transport alone [5] . The maintenance and repair of these aging 

structures is a significant cost to the government each year. One of the biggest 

impediments to long-term durability of bridge structures in the Province of Ontario is 

the failure of traditional expansion joints. When the seals in a traditional expansion joint 

fail, it creates a break in an otherwise continuous bridge deck that will allow water, road 

salts and other harmful contaminants from the road surface to penetrate the deck and 

deteriorate the supporting structure of the bridge. One solution to the problems of 

expansions joints is to replace the joint with a link slab. A link slab is a flexible concrete 

section that connects the bridge decks in place of an expansion joint and allows for 

movement through deformation of the link slab. When a link slab is installed it makes 

the surface of the bridge continuous while the supporting girders remain simply 

supported. A link slab must be designed to withstand significant force effects with both 

bending moment and tensile loads. To resist these loads without cracking a link slab is 

commonly designed with a high volume of steel reinforcement which can make 

constructing a link slab difficult and costly. 

To reduce the need for such a complex steel reinforcement cage, research has been done 

with ultra -high performance fibre-reinforced concrete (UHPFRC) to allow the concrete 

to handle higher load effects without cracking [3] . The increased flexibility and tensile 

resistance of the UHPFRC allows the amount of steel reinforcement required to prevent 

cracking to be reduced, simplifying the construction of a link slab. These UHPFRC 

mixtures are often expensive and the materials or mixture designs used are often kept 
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proprietary. This can become problematic when working with public sector projects that 

do not allow the specification of proprietary, sole source products that could result in 

high or unnecessary costs.  

The purpose of this research was to determine if a fibre-reinforced concrete (FRC) 

mixture could be developed, from readily available, non-proprietary materials, which 

could be used in a link slab with significant structural and constructability benefit with  

minimal additional cost. Using the common concrete ingredients available in the 

Province of Ontario, a concrete matrix was developed to test multiple macro fibre types 

available on the market for their structural properties and durability, as well as the fresh 

properties of the FRCs they produce. Although not all fibre types could be tested, a 

variety were selected to represent the majority of possible options in the market to 

demonstrate what fibre types were the best options for an FRC link slab.  
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2. Literature Review  

2.1. Link slabs 

A fundamental problem with any large span bridge is expansion and contraction of 

the materials. To deal with this, most bridges employ one or more expansion joint 

to allow the materials to move freely. The problem with these expansion joints is 

that they become weak points in the deck structure allowing for deterioration to 

begin [6] . This weakness is due to expansion joints being a break in an otherwise 

continuous bridge deck surface. When a gap in the deck forms at an expansion 

joint, it allows water and road salts from the road surface to leak down onto the 

supporting structure of the bridge. Once the under structure of the bridge is 

exposed to this destructive environment it will start to cause damage [1] , one 

example of which can be seen in Figure 2.1.  

 

Figure 2.1 ɀ Deterioration under failed expansion joint [1]  

Once these contaminants start to damage the structure of the bridge it can become 

a serious problem. Unlike the deck surface that can easily be replaced, if the 

structure of the bridge is severely damaged it can be a major project to repair. 

Although expansion joints are highly problematic, they are the most common 

approach to allow for the expansion and contraction of the bridge due to thermal 

volume changes and shrinkage over time. To avoid this weakness, an alternative to 
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traditional expansion joints needs to be considered; one such alternative is a 

concrete link slab. A link slab can be used to convert an existing, simply supported 

bridge design to a bridge with a continuous deck over its full length [6]  or installed 

in a new construction application. Although the bridge deck is made to be 

continuous, the girders remain simply supported making this an easy option for 

retrofitting existing structures  [7]  as shown in Figure 2.2. 

 

Figure 2.2 ɀ Diagram of conventional expansion joint (top) replaced with a link 
slab (bottom) [8]  

To compensate for expansion and contraction of the bridge, a link slab is added in 

place of a traditional expansion joint. This relatively flexible concrete section is 

designed to allow the bridge to move and bend under live loads and as the bridge 

expands and contracts with thermal change [2] . The current method for designing 

a link slab involves a heavy steel reinforcement cage throughout the link slab. This 

reinforcement is needed to control cracking in the link slab due to the high forces 

and moments generated in this area [9] . The addition of fibre-reinforced concrete 
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(FRC) can be used to reduce the amount of reinforcement required to handle the 

load as well as reduce the crack propagation and expansion throughout the link 

slab [3] . This reduction in traditional steel reinforcement can make link slabs 

easier and less expensive to construct, and the crack controlling properties of FRC 

wil l make link slabs more durable over the long-term. FRC should provide smaller 

crack widths under service loads than regular concrete, as well as, giving the 

concrete a ductile like behaviour after cracks have formed [10] . 

 

2.2. Fibre-reinforced concrete 

The properties of Fibre-reinforced concrete can vary greatly based on the type and 

amount of fibre in the mixture. Some common advantages of fibre-reinforced 

concrete over traditional concrete are (i) a higher impact resistance [11]  [12] , (ii) 

improved strength and toughness [13] , (iii) better tensile and flexural resistance 

[14] , and (iv) crack width reduction [15] . The fibres act similarly to traditional 

reinforcing steel but on a smaller scale, evenly distributed through the concrete 

increasing tensile and flexural strength [14] . Fibres also bridge cracks restraining 

growth and propagation throughout the matrix, thereby increasing the toughness 

and giving the concrete better resistance to cracking [15] . This evenly distributed 

reinforcement also strengthens the concrete by holding it together under tensile 

and compressive loads. The addition of fibre to the concrete mixture can, however, 

increase the voids in the concrete matrix. If too many voids are present, it  can 

weaken the concrete and reduce the effectiveness of the fibres as they are no 

longer securely anchored [14] . The modern use of fibre-reinforced concrete has 
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primarily  been limited to controlling cracks from thermal and drying shrinkage in 

on grade floor slabs [16] . More recently, FRCs are being used and investigated for 

their structural and durability benefits. These two types of applications have very 

different approaches to the concrete mix design. Floor slabs often have little 

alterations to mix design and low fibre dosages of 0.5% by volume and lower [17] . 

The extent of the mix design for this type of FRC can be as little as the addition of a 

bag of fibres to a standard concrete mixture once the truck arrives on site, followed 

by the addition of a superplasticizer (high-range water-reducing agent) until the 

mixture reaches an acceptable consistency and workability  [12] . On the other end 

of the spectrum, mixtures that take advantage of FRCs structural benefits, often 

referred to as ultra-high performance fibre-reinforced concrete (UHPFRC), have 

highly developed and strictly specified concrete mixtures that are usually kept 

proprietary  [18] .  These UHPFRC mixtures can contain moderate to high volumes 

of fibre, typically from 1% to 3% and above [13] , with little or no coarse aggregate 

[18] . They often contain other admixtures such as silica fume and fly ash to further 

modify the properties of the FRC [19] . 

 

2.2.1. Fibre options 

Most of the basic differences between FRC and standard concrete are common 

amongst all fibre types but, depending on what material is used as the fibre, 

different properties of the concrete can be altered and improved. ASTM 

International has set a standard for the production of FRC that defines all the 

materials and processes used in production. This standard is C1116/C1116M 
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Standard Specification for Fiber-Reinforced Concrete [20] . ASTM breaks down 

FRC in four concrete types based on the kind of fibre used in each type.  

 

Type I refers to concrete that is made with steel fibres including stainless steel 

or carbon steel. Steel fibres are one of the most common fibre types and have 

been used in modern construction for many years [21] . Type I fibres are also 

governed by the ASTM Standard A820. ASTM further classifies steel fibres into 

five types based on the method used to produce them. The five types are [22] : 

Type I: cold-drawn wire ɀ Fibres made from wire that is cut to a specific 

length 

Type II: cut sheet ɀ Fibres cut from sheets of steel 

Type III: melt-extracted ɀ Fibres drawn from molten steel and rapidly 

cooled 

Type IV: mill cut ɀ Fibre mill cut from sheets of steel similar to Type II  

Type V: modified cold-drawn wire ɀ Type I fibres that have an added 

surface pattern for better anchorage 

 

ASTM A820 describes the requirements for all steel fibres. Type I and type II 

fibres are specified by the measured dimensions, diameter or thickness and 

width, respectively, of the parent material before they are cut, where type III, IV 

and V are specified by the equivalent diameter of the actual fibres after 

production. All fibre types are required to pass both tension and bending tests, 

each on ten randomly selected samples per 4500 kg of material. The tension test 
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requires that the average tensile strength of the ten samples is at least 345 MPa 

and that no sample has a tensile strength less than 310 MPa. The bending test 

requires that at least nine of the ten samples can be bent around a 3.2 mm 

diameter pin to an angle of 90 degrees without breaking. Additionally, ten 

samples from every 4500 kg are measured to make sure that 90% of the 

samples do not vary from the nominal dimensions. Variations allowances are 

±10% for length and equivalent diameter and ±15% for aspect ratio. The 

manufacturer is required to perform and provide proof of the above test unless 

otherwise specified in the purchase. 

 

Type II FRC is concrete that is made with glass fibres known as glass-fibre-

reinforced concrete (GFRC). GFRC is often used in the production of external 

cladding panels for buildings. Because of the higher tensile and bending 

strength [23]  of the GFRC, the panels can be made thinner with the same 

effectiveness. This often makes the precast panels much lighter in weight than 

the standard concrete alternatives, making them easier to install and more cost 

effective. Glass fibres naturally have a low resistance to highly alkaline 

environments like concrete and will dissolve rapidly. Because of this, alkali 

resistant glass fibres were developed to improve the long-term performance in 

concrete, but these only slow the degradation of the glass fibres [24]  so 

durability can still be a concern.  
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Type III is concrete reinforced with synthetic fibres such as nylon, 

polypropylene, polyethylene or carbon. Polypropylene-fibre-reinforced 

concrete is used in many applications, including decorative precast elements, 

but can also be used in structural situations to make thin wall elements for 

buildings or storage tanks [25] . Polyethylene is often used as a replacement for 

asbestos fibre reinforcement due to its similar properties while being less toxic. 

These synthetic fibres are made by extruding the material and chopping it into 

the desired length. Sometimes the surface of the strands is reworked giving 

them a rougher surface to adhere to the concrete matrix better [25] . If the fibres 

consist of a chopped polyolefin, such as polypropylene or polyethylene, they are 

required to meet the ASTM standard D7508 Standard Specification for 

Polyolefin Chopped Strands for Use in Concrete [26] . This standard states that 

micro fibres must be 3 ɀ 50 mm in length with an equivalent diameter less than 

0.3 mm, while macro fibres can be 12 ɀ 65 mm in length with an equivalent 

diameter of 0.3 mm or larger . Macro fibres must have a breaking strength of at 

least 344 MPa. The most common application of these polyolefin fibres is for 

prevention of shrinkage cracks in large slabs [12]  or where watertight concrete 

is required [27] . Another polymeric fibre that is gaining use in the market is 

polyvinyl alcohol (PVA). This fibre is often used in UFPFRC for structural 

applications. PVA fibres have been shown to have a strong bond with the 

concrete matrix and allow for an extremely flexible and ductile FRC [28] . 

Another kind of FRC in the type III category is carbon-fibre-reinforced concrete 

(CFRC). CFRC has extremely high strength in both bending and tension and has 
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been used in high strength structural elements such as exterior curtain walls. 

The first implementation of this on a large scale was in Tokyo where panels 

were able to be one third lighter than even the lightweight precast concrete 

counterparts [29] . 

 

Type IV fibres are any fibres of natural or organic origin. These fibres can come 

from many natural sources such as wood fibres or plant materials. Organic 

fibres that are made of cellulose material must meet the ASTM standard D7357 

Standard Specification for Cellulose Fibers for Fiber-Reinforced Concrete [30] . 

Cellulose fibres must specify what organic material they are from, if unknown 

that must be specified, as well as what processing the material has undergone. 

Other materials must meet the specifications laid out in C1116 Standard 

Specification for Fiber-Reinforced Concrete [20]  to prove that they are 

adequately resistant to deterioration within the concrete. In addition to plant 

fibre, animal fibres such as feathers have also been experimented with recently 

[31] . Natural fibres were often used as reinforcement in ancient times in some 

of the earliest forms of concrete. Many ancient cultures are known to have used 

natural fibres like straw and grass in building materials like adobe or clay bricks 

[21] . Although, natural fibres are not widely used in modern concrete 

construction, they are still often used in less developed countries where 

traditional building methods are used or where modern fibres are not easily 

accessible [32] . 
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2.2.2. FRC mixture proportioning 

Only a few studies have been conducted on how to proportion an FRC mixture 

and little has been done to develop a standard method for scientifically 

developing an appropriately proportioned mixture. Very few guidelines exist for 

the design of FRC. Some recommendations involve reducing the amount of 

aggregate used in the mixture [13] . Most commonly the large aggregate is 

reduced but these studies offer no exact way to determine how much aggregate 

should be removed. Others state that enough paste must be added to the 

mixture to thoroughly cover all the fibres, as well as, the aggregates to obtain 

adequate strength for the mixture [33] . 

 

One study with a more systematic approach was conducted by P. Rossi and N. 

Harrouche [4] . The design method that they developed involved two stages to 

optimize the mixture for FRC. A standard concrete mixture with no fibres is 

selected as a starting point for the optimization. The desired quantity of fibres is 

added to the mixture and a workability measurement is taken. The mixture is 

then repeated but with the ratio of fine aggregate to coarse aggregate, or the 

sand to gravel ratio (S/G ratio), changed while keeping the total volume of 

aggregate the same. The S/G ratio is varied until a peak workability of the 

mixture is observed. Once the optimal S/G ratio is found the workability of the 

mixture can then be modified to achieve a desired workability for the mixture 

by increasing or decreasing the amount of paste within the mixture, thereby 
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changing the workability without changing the water cement ratio or adding a 

superplasticizer [4] . 

 

2.2.3. Challenges with mixing, delivery and installation 

One of the most well-known problems with FRC is the problem of placing and 

finishing the mixtures [12] . When fibres are added to a standard concrete 

mixture, they have a detrimental impact on the workability of the fresh 

concrete. This effect can often be as large as a 150 mm decrease of slump when 

working with some fibre types [34] . To combat the loss of workability, 

superplasticizer should be used to increase the slump rather than the addition 

of water, so that the water cement ratio is not increased and the strength of the 

matrix is not reduced [12] . If the reduction in workability is not solved, it can 

cause the finished concrete to have poor consolidation, causing strength and 

durability problems  [35] . It is recommended that, when placing FRC, tools such 

as rakes not be used, as to not artificially orient the fibres in any direction. If 

vibration is needed, to use an external source of vibration so as to not disturb 

the uniformity of the fibres [36] .  

 

Another problem with FRCs centres on the addition and mixing of the fibres. 

Some recommendations  call for the fibres to be premixed with the aggregates 

before addition to the truck [36]  but this process is not feasible for most 

concrete batching facilities as existing plants are not set-up for this procedure 

[37] . Often the fibres are added to the truck once it arrives on site [36] . This can 
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cause problems with quality control if an inexperienced operator, who has not 

worked with FRC before, over or under mixes the FRC or adds water to the mix 

in place of superplasticizer. If an FRC is under-mixed the fibres will not be given 

a chance to distribute evenly throughout the mixture, leaving areas of higher 

and lower fibre content and causing varying properties throughout the finished 

concrete [36]. Conversely, if the fibres are over-mixed, similar problems can be 

created if the fibres begin to tangle and clump causing there to be areas of the 

FRC that are almost exclusively fibre with little concrete matrix to hold the FRC 

together [36] . If fibres are not evenly distributed throughout the mixture there 

will be observable losses in compressive and tensile strength.  

 

2.2.4. FRC Testing 

For the most part testing of FRC is similar to that of regular non-fibre concrete. 

No special requirements for FRC are specified by ASTM for compressive 

cylinder testing [38] , splitting tensile testing [39] , air content testing [40]  or 

slump testing [41] . One test that has been specifically designed to be used to test 

the properties of FRC is ASTM C1609 Flexural Performance of Fiber-Reinforced 

Concrete (Using Beam With Third-Point Loading) [42] . This test was developed 

to determine the post-cracking flexural strength of an FRC. This test uses four-

point bending in a closed loop system that runs at a constant rate of midpoint 

deflection. The resultant load and deflection are recorded up to, and beyond, 

cracking. With some fibre types and a high enough fibre content, the post-

cracking responses can exhibit strain hardening and reach a higher load than 
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the initial cracking load. Other FRCs can exhibit high levels of sustained load 

long after the initial cracking of the concrete [42] .  



 

15 
 

3. Experimental procedure  

The research approach for this study was divided into three categories, as shown in 

Table 3.1. The first section was devoted to developing an FRC mixture suitable for use in 

a FRC link slab. This mixture needed to use commonly available fibres and standard 

concrete mixture ingredients. The second section was to evaluate as many fibre types as 

possible for structural benefits to the FRC mixture. The last stage was designed to test 

the long-term durability properties of the concrete, ensuring that the resulting FRC 

would perform at least as well as standard concrete over the lifespan of the bridge. 

Table 3.1 ɀ Research Approach 
 Test Method Objective 

Mixture 
optimization  

Mixture optimization  
Adjustment of S/G 
ratio and paste % 

High workability and 
reliably consistent 

Compressive and 
tensile strength 

testing 

Compressive and 
splitting tensile 
cylinder tests 

Ensure optimized 
mixture has structural 

potential  

Structural 
properties 

Compressive strength 
testing 

Compressive cylinder 
tests 

Evaluate compressive 
strength of FRCs 

Tensile strength 
testing 

Splitting tensile 
cylinder tests 

Evaluate tensile 
strength of FRCs 

Flexural testing of 
FRC 

ASTM C1609 ɀ 4 point 
flexural test for FRC 

Flexural strength, 
stiffness, ductility 

Flexural testing of 
FRC beams with steel 

reinforcement 

FRC beams with steel 
reinforcement tested 

in flexure 

Flexural strength and 
stiffness, crack control 

Material 
durability 
properties 

Outdoor exposure 
strain samples 

Strain gauged samples 
in environmental 

conditions 

Evaluate thermal and 
long-term volume 

changes 
Linear shrinkage 

testing 
Length change of FRC 

samples 
Evaluate potential 

shrinkage problems 

Freezing and thawing 
testing 

ASTM C666 ɀ FRC 
samples exposed to 

300 cycles of +4 º C to 
-18 º C to +4º C 

Evaluate long-term 
durability when 

reputedly exposed to 
winter conditions  

Rust staining 
observation 

FRCs with carbon 
steel or stainless steel 
fibres exposed to road 

salt solution 

Evaluate stainless 
steel as a potential 

alternative when rust 
staining is important 
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3.1. Mixture design 

There are two distinct options when choosing a mixture design for FRC: there are 

highly engineered ultra-high performance fibre-reinforced concretes (UHPFRC) for 

structural applications, and then there are FRCs made by adding low doses of 

fibres to a standard concrete mixture to reduce shrinkage cracking. The problem 

with the first of these is they often come with a high cost and proprietary or secret 

ingredients, making them less than ideal for widespread use. On the other hand, 

adding low doses of fibres in standard mixtures may reduce cracking, but typically 

cannot be relied upon for increased mechanical properties. For this reason, a 

selection of common fibres were combined with available concrete mixture 

materials to develop an FRC that would have significant increases in mechanical 

properties while retaining the ability to be produced at an average Ontario ready 

mix or precast concrete plant without any major modifications. 

3.1.1. Fibre types 

The fibres selected for the study were primarily chosen based on those 

commonly used in Ontario. Other, less common fibre types, specifically, the 

polyvinyl alcohol and stainless steel fibres, were added to the study to 

investigate their potential benefits. Only macro fibres were selected for the 

study, due the need for them to bridge large cracks and provide greater 

beneficial properties in structural applications. All fibres selected conform to 

ASTM C1116 [20] , are either Type I or Type III fibres for use in concrete and are 

commercially available products. Details of all fibre types are shown in Table 

3.3. 
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3.1.1.1. Polypropylene polyethylene fibre 

The polypropylene polyethylene fibre is a Type III synthetic fibre as 

described in ASTM C1116. The fibre was supplied by Euclid Chemical 

and is marketed as TUF-STRAND SF®. This fibre is a macro synthetic 

fibre made from a polypropylene polyethylene copolymer. The addition 

of the polyethylene to the fibre gives the fibre additional anchorage in 

the concrete. As the fibre is mixed into the concrete, the polyethylene 

begins to fibrillat e or fray from the main fibre creating a larger surface 

area to bond with the concrete. This fibre is shown in Figure 3.1. 

3.1.1.2. Crimped steel fibre 

The crimped steel fibre is classified as a Type I steel fibre under ASTM 

C1116 and is further classified by ASTM A820 as a Type II sheet cut 

ÓÔÅÅÌ ÆÉÂÒÅȢ )Ô ÈÁÓ Á ÄÅÆÏÒÍÅÄ ȬÚÉÇ-ÚÁÇȭ ÁÐÐÅÁÒÁÎÃÅ ÁÓ ÓÈÏ×Î ÉÎ Figure 

3.2. Samples of this fibre were supplied by both Euclid and Propex. The 

fibres from the two suppliers were dimensionally and compositionally 

indistinguishable. A summarized version of the composition obtained 

with X-ray fluorescence (XRF) is shown in Table 3.2. 

Table 3.2 ɀ Crimped steel fibre composition analysis from XRF (weight %) 

Supplier Alloy Mo Fe Mn Cr S P Si 

Propex Iron/CS < LOD 98.739 0.883 0.009 0.022 0.027 0.263 
Euclid Iron/CS 0.008 98.742 0.809 0.074 0.030 0.025 0.186 

 
3.1.1.3. Hooked-end steel fibre 

The hooked-end steel fibre is classified as a Type I steel fibre under 

ASTM C1116 and a Type I drawn wire fibre under ASTM A820. This 
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fibre was supplied by Propex and is marketed under the name Novacon 

1050®. The fibre has the appearance of steel wire with bent up ends to 

anchor it in the concrete as shown in Figure 3.3. 

3.1.1.4. Deformed carbon steel fibre 

The deformed carbon steel fibre is classified as a Type I steel fibre 

under ASTM C1116 and is further classified by ASTM A820 as a Type II 

sheet cut steel fibre. This fibre was supplied by Fibercon International 

Inc. and is sold under the name CAR25CDM. The fibre has a flat straight 

shape with stamped deformations along its length as show in Figure 3.4. 

This fibre was selected due to its dimensional similarity to the following 

stainless steel fibre supplied by the same company. 

3.1.1.5. Deformed stainless steel fibre 

The deformed stainless steel fibre is classified as a Type I steel fibre 

under ASTM C1116 and Type II sheet cut steel fibre under ASTM A820. 

This fibre is dimensionally the same as CAR25CDM from Fibercon 

International Inc., but is made from a 430 grade stainless steel instead 

of low carbon steel. This fibre is shown in Figure 3.5. 

3.1.1.6. Polyvinyl alcohol (PVA) fibre 

The PVA fibre is classified by ASTM as a Type III synthetic fibre. The 

fibre is made from polyvinyl alcohol and has an appearance as shown in 

Figure 3.6. This fibre is produced by Nycon and is called PVA ɀ RF 4000. 
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Figure 3.1 ɀ Polypropylene polyethylene fibre 

 

 
Figure 3.2 ɀ Crimped steel fibre 
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Figure 3.3 ɀ Hooked-end steel fibre 

 

 
Figure 3.4 ɀ Deformed carbon steel fibre 

 
  



 

21 
 

 
Figure 3.5 ɀ Deformed stainless steel fibre 

 

 
Figure 3.6 ɀ Polyvinyl alcohol (PVA) fibre 

 

Table 3.3 ɀ Fibre properties (as reported by manufacturer) 

Name Length (mm) Aspect Ratio 
Specific 
Gravity 

Polypropylene polyethylene 51 74 0.92 
Crimped steel 50 45 7.7 

Hooked-end steel 50 50 7.7 
Deformed carbon steel 25 41 7.7 

Deformed stainless steel 25 41 7.7 
Polyvinyl alcohol (PVA) 30 45 1.3 
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3.1.2. Mixture optimization  

Initially , two commonly available fibres were selected for the mixture 

optimization:  the crimped steel fibre and the polypropylene polyethylene 

fibre. An initial mixture design was selected from a common highway bridge 

concrete mixture used in Ontario. This mixture was then modified following a 

method based on that outlined by P. Rossi and N. Harrouche [4] , where an 

initial mixture with fibre added is chosen and then incrementally modified to 

optimize the workability. This is done by first holding constant the 

cementitious content, total aggregate content, fibre volume and 

water/cementitious  (w/c)  ratio while varying the ratio of fine aggregate to 

coarse aggregate, or the ratio of sand to gravel (S/G). The workability is then 

determined by a slump test and the optimum ratio is selected as that 

exhibiting the highest workability. To further adjust the workability, the 

amount of cement paste in the mixture is adjusted until the desired 

workability is achieved. This adjustment is made by increasing or decreasing 

the amount of water and cementitious materials added to the mixture, while 

keeping the w/c ratio and the optimum S/G ratio constant. This mixture 

optimization procedure was carried out for 1% and 2% by volume of the 

crimped steel fibre and polypropylene polyethylene fibres and a no fibre 

control mixtur e. Shown in Table 3.4 is a sample mixture optimization for the 

1% polypropylene polyethylene FRC with the selected S/G ratio in bold face.  

All mixtures carried out in the optimization procedure are shown in 

Appendix A.  



 

23 
 

Table 3.4 ɀ Optimization mixtures for the 1% polypropylene polyethylene FRC (per cubic 
metre) 

  S/G ratio Paste percentage (%) 

 Units 0.7 1 1.5 2 26.75 30.0 32.5 35.0 

Gravel kg 1042 886  709  591 709 677 653 629 

Sand kg 730 886 1063  1181 1063 1016 980 944 

GU cement kg 263 263 263  263 263 295 320 345 

Slag kg 88 88 88 88 88 99 107 115 

Fibre kg 10 10 10 10 10 10 9 9 

Air entrainer  mL 235 235 235  235 235 235 235 235 

Superplasticizer mL 333 333 333  333 900 1009 1093 1177 

Total water L 157 157  157  157 157 176 190 204 

Slump mm 0 3 5 0 0 40 90 180 

 

With each batch mixed in the optimization phase, cylinders were cast to 

perform both compression testing and splitting tensile strength tests. This 

information was used to determine if the optimized mixture would have 

significant structural properties to be considered for further testing. Once an 

optimized mixture was found for fibre type and dosage, it was seen that the 

optimal proportions were similar across all mixtures. For simplicity it was 

assumed that the same mixture proportions could be used with all six fibre 

types for material property tests. The optimal S/G ratio was found to be in the 

range of 1-1.5 and as a result a ratio of 1 was selected to reduce the volume of 

sand required and minimize the change from the original mixture. A paste 

percentage of 35% was selected for the FRCs because it gave adequate 

workability without the need for a superplasticizer. A dosage of 1.5% fibre 

volume was selected as an upper limit on what would be commercially used, 

while still maintaining the benefits of a high fibre content. The mixtures used for 

further material properties testing are shown in Table 3.5.  
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Table 3.5 ɀ Optimized mixtures used in FRC material property testing (per cubic metre) 

Mix Units 
No 

fibre 

1.5% 
Polypropylene 
polyethylene 

1.5% 
Crimped 

steel 

1.5% 
Hooked-
end steel 

1.5% 
PVA 

1.5% 
Deformed 
stainless 

steel 

1.5% 
Deformed 

carbon 
steel 

Gravel 
(19mm) 

kg 828 781 781 781 781 781 781 

Sand kg 828 781 781 781 781 781 781 

GU 
cement 

kg 319 344 344 344 344 344 344 

Slag kg 107 115 115 115 115 115 115 

Fibre kg 0 14 116 116 20 116 116 

Air 
entrainer 

mL 237 233 233 233 233 233 233 

Total 
water 

L 190 204 204 204 204 204 204 

S/G - 1.0 1.0 1.0 1.0 1.0 1.0 1.0 

Paste % - 32.5 35 35 35 35 35 35 

 

3.2. Material preparation 

3.2.1. Concrete mixing 

One of two concrete shear pan type mixers was used for mixing each of the 

concrete batches. One mixer had a capacity of approximately 0.2 cubic metres 

(large mixer), shown in Figure 3.7, while the other had a capacity of 0.05 cubic 

metres (small mixer), shown in Figure 3.8. Each mixture was designed to have 

an optimal volume for either the large or small mixer to ensure that adequate 

mixing of the material was achieved. 
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Figure 3.7 ɀ Large lab mixer 

 

 
Figure 3.8 ɀ Small lab mixer 

 

3.2.2. Concrete casting 

All specimens were cast in accordance with ASTM C192 [43] . Moulds were 

either made of wood, steel or plastic depending on the sample type. External 
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vibration was used to give optimal compaction of the concrete. The external 

vibration was provided by a vibration table, on which moulds were placed for 

10 to 15 seconds after each lift of concrete was added. Samples were then 

finished with a magnesium float and covered with wet burlap and plastic. After 

24 hours, samples were de-moulded and placed in a high humidity curing room 

until testing. This procedure was followed for all samples unless otherwise 

stated. 

 

3.3. Fresh properties 

Fresh properties were tested to establish the workability of the mixture, and to 

give an indication of whether the concrete was mixed and proportioned correctly 

and met Provincial air content requirements.  

3.3.1. Slump testing 

A slump test was conducted on each batch of concrete produced following ASTM 

C143 [41]  or CSA A23.2-5C [44] . Slump was tested to determine the workability 

of the concrete. Some slump tests were conducted before and after fibres were 

added in the preliminary optimization phase to gain a better understanding of 

the effects of fibres on workability. Thereafter, slump was only tested after the 

fibres were added. 

 

3.3.2. Air content testing 

Air content testing was conducted in accordance with CSA A23.2-4C [44]  on all 

concrete mixes produced. The air content was measured and recorded to assess 
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the consistency of the concrete mixture as well as to ensure the concrete would 

meet Provincial specifications of 5-8% air entrainment [45] . 

 

3.4. Structural properties 

The structural properties of the various FRC mixes were evaluated to determine 

useful properties that can be applied to design. Compressive and splitting tensile 

strength was tested as well as the flexural properties of both reinforced and 

unreinforced FRC. 

3.4.1. Compressive strength testing 

Compressive strength testing was completed on three samples for every batch 

of concrete produced in accordance with ASTM C39 [38] . Cylindrical samples 

were cast in D100 x 200 mm plastic moulds and were placed directly into the 

high humidity curing room. When samples were de-moulded, they were again 

placed in the high humidity room until testing at 28 days. This curing method 

was followed for all samples, except during the optimization phase, where 

samples were cured wet for two weeks and set out in ambient conditions for the 

remaining two weeks to better simulate real world conditions. 

At 28 days, the sample ends were ground flat and parallel, then samples were 

placed in a hydraulic testing machine and tested until failure. Failure load and 

strength were automatically determined and recorded by the testing machine. 
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3.4.2. Splitting tensile strength testing 

Splitting tensile strength testing was completed on three samples for every 

batch of concrete. Samples were cured in the same way as explained in 3.4.1 for 

the compressive strength samples. At 28 days the sample lengths were 

measured and recorded, and samples were placed in a splitting tensile testing 

apparatus as shown in Figure 3.9. This was then positioned in the hydraulic 

testing machine and tested until failure, with the machine automatically 

recording the peak load from which the tensile strength was calculated. 

 
Figure 3.9 ɀ Splitting tensile testing apparatus 

 

3.4.3. Flexural testing of FRC 

Samples were cast in 150 x 150 x 500mm wooden moulds, to create samples as 

shown in Figure 3.10,  in accordance with ASTM C1609 [42] . A testing support 

set-up was designed and fabricated within ASTM C1609 guidelines, with 
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modifications currently recommended by the committee that are yet to be 

adopted by ASTM and with advice from the personal experience of M. Mahoney 

[46]  and J. McCants [47] . Concrete mixtures were cast with 1.5% by volume of 

each of the six fibres described above, in addition to a no fibre control mixture. 

Samples were moist cured for 28 days and tested in a 100 kN capacity hydraulic 

test frame as shown in Figure 3.11. Control of the frame was done by a closed 

loop system with displacement transducers mounted at the midpoint of the 

concrete specimens. Data from a load cell as well as the displacement 

transducers were automatically collected by the computer system. The rate of 

displacement was adjusted based on the guidelines in ASTM C1609 and the test 

was run until the displacement reached approximately 4mm so that data were 

collected at least to the displacement equal to 150th of the span length (L/150). 

After the test was completed on three of each FRC type, one sample was 

replaced in the test frame and loaded to the point of total separation to allow 

the fracture surface to be examined. 



 

30 
 

 
Figure 3.10 ɀ ASTM C1609 beams in moist curing 

 

 
Figure 3.11 ɀ ASTM C1609 test set-up in testing frame 

 

3.4.4. Flexural testing of FRC beams with steel reinforcement 

Three sets of two beams were cast with embedded reinforcing steel cages as 

shown in Figure 3.12. Each beam measured 150 mm by 100 mm and 1.9 m in 

length. The beams contained two 10M steel reinforcing bars at a depth of 100 

mm with shear reinforcement stirrups outside of the maximum moment zone to 



 

31 
 

prevent premature shear failure. A reinforcement depth of 100 mm was 

selected because it resulted in similar reinforcement and effective depth to 

overall depth ratios of that used in a link slab constructed by the ministry of 

transport in Ontario. 

 

 

 
Figure 3.12 ɀ Reinforced FRC flexural beam layout (mm) (NTS) 

 

These cages are shown in Figure 3.13 before they were installed in the moulds 

and in Figure 3.14 after they were placed in the moulds. Each set of two beams 

was cast with a different concrete mixture: one control standard concrete with 

no fibres, one FRC with 1.5% by volume polypropylene polyethylene fibres and 

one with 1.5% by volume hooked-end steel fibres. After the concrete was added 

to the moulds, a handheld pencil vibrator was used to provide both internal and 

external vibration to the beams to assure proper consolidation of the beams. 
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The beams were then wet cured under burlap for one week and then removed 

from their moulds and stored in ambient interior conditions until testing. 

 
Figure 3.13 ɀ Reinforcement cages for reinforced FRC beams 

 

 
Figure 3.14 ɀ Forms used for reinforced FRC beams 

 

Tests were conducted 28 days after casting of the reinforced FRC beams. The 

beams were tested sequentially in a four point hydraulic testing frame with load 

points spaced at 500 mm as shown in Figure 3.15. Each beam was then tested at 

a constant displacement rate of 1 mm per minute with displacement measured 

at the centre point of the beam. Additionally, the test was paused at regular load 

intervals and photographs of the crack pattern were taken along with crack 

width measurements using a crack microscope. The tests were continued until a 

point when an obvious condition of failure was observed. 
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Figure 3.15 ɀ Reinforced FRC beam test set-up 

 

3.5. Material durability properties  

3.5.1. Outdoor exposure strain samples 

Samples were cast to measure the effects of long-term environmental exposure 

on FRC. These samples measured 330 x 457 x 254mm (13 x 18 x 1πȱɊ ÁÎÄ had a 

υπÍÍ ɉςȱɊ ÄÅÅÐ ÐÏnding well cast into the top surface of the sample as shown 

in Figure 3.16. Each sample had two or three embedded vibrating wire strain 

gauges with thermistors that were placed at mid height prior to casting. 

 
Figure 3.16 ɀ Design of outdoor exposure samples with embedded strain samples 
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The concrete mixture used was the standard non-optimized mixture with either 

0.5% crimped steel fibres or 0.5% polypropylene polyethylene fibre added or a 

control mixture. These mixtures are shown in Table 3.6. 

Table 3.6 ɀ Concrete mixtures used in outdoor exposure strain samples 

 
Units No Fibre 

Crimped steel 
FRC 

Polypropylene 
polyethylene FRC 

Gravel (19mm) kg 1060 1060 1060 
Sand kg 730 718 723 

GU cement kg 266 266 266 
Slag kg 89 89 89 

Crimped steel fibre kg 0 45 0 
PP fibre kg 0 0 5 

Air entrainer  mL 237 237 237 
Water reducer mL 800 800 800 

Superplasticizer mL 900 900 900 
Water L 159 159 159 
 

Due to the long-term nature of this experiment, samples were cast early in the 

research period and, as a result, have a much lower dosage of the fibres than 

other mixtures tested. Because optimized mixture had yet to be carried out 

basic ÍÁÎÕÆÁÃÔÕÒÅÒȭÓ ÒÅÃÏÍÍÅÎÄÁÔÉÏÎÓ were used for selecting a fibre dosage. 

Two samples were cast with each mixture type and were cured under burlap 

and plastic for 7 days before being moved to an exposed outdoor location where 

they were subjected to the natural elements and temperature conditions of 

Southern Ontario. The ponding well of one sample of each type was filled with 

sodium chloride (NaCl) (analysis shown in Appendix B) road salt brine while the 

other was filled with water. The ponding wells were refilled or replenished 

when necessary. Strain and temperature measurements were automatically 

collected hourly by a data logger starting from approximately 2 hours after 
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concrete placement up to 96 weeks of exposure, excluding the time taken to 

move samples outside and reconnect the gauges. 

 

3.5.2. Linear shrinkage testing 

Shrinkage samples were cast from each of the batches used for the ASTM C1609 

samples. Steel moulds were used with dimensions of 75 x 75 x 254 mm, shown 

in Figure 3.17, to cast samples with embedded stainless steel gauge studs at 

each end as shown in Figure 3.18. 

 
Figure 3.17 ɀ Linear shrinkage mould 

 

 
Figure 3.18 ɀ Linear shrinkage sample 
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Test Method LS-435, Rev. No. 23 [48]  provided by the Ontario Ministry of 

Transportation was followed where possible. LS-435 is similar to ASTM C157. 

Samples were de-moulded at approximately 24 hours from the time of casting, a 

length reading was taken and the samples were placed in a lime (Ca(OH)2) 

saturated water bath as described in LS-435. At 7 days of age, the samples were 

removed from the bath and the initial Ȱzero length changeȱ reading was taken 

with a length comparator as shown in Figure 3.19. 

 
Figure 3.19 ɀ Measurement of length change with length comparator 
 

Samples were then stored in a sealed container for the reminder of the test 

except when measurements were taken. Length change measurements were 

taken at 1, 7, 8, 14, 21, 35, 56 and 112 days of age with an additional 

measurement at 224 days if time allowed within the duration of the research. 
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3.5.3. Freezing and thawing cycle testing 

Samples for freezing and thawing testing according to ASTM C666 [49]  were 

cast from the same concrete mixture as the samples for the ASTM C1609 tests. 

Steel moulds were used to cast samples 76 x 102 x 406 mm (3 x 4 x 16") in size. 

Samples were stored in a high humidity room or in saturated lime water until 

time of testing. Initial weight and fundamental frequency measurements were 

taken and recorded before samples began the freezing and thawing cycles. 

Samples were then submerged in water and were placed in a freeze-thaw 

chamber, as shown in Figure 3.20. 

 
Figure 3.20 ɀ Freeze-thaw chamber with samples 

 

The chamber was set to cycle between +4°C and -18°C and back to +4°C 

approximately every 3 hours. The internal temperature of a concrete dummy 

specimen was recorded every 10 minutes with an automatic data logger. After 7 

days (approximately 50 freezing and thawing cycles), the samples were 

removed and their weight and fundamental frequency measurements were 

again taken and recorded. The fundamental frequency was measured with an 
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ultrasonic frequency testing unit within the range of 1 to 5 kHz, shown in Figure 

3.21. 

 
Figure 3.21 ɀ Ultrasonic testing set-up for fundamental frequency 

 

After measurement, samples were replaced in the chamber and measurements 

were repeated every 7 days, until 300 freezing and thawing cycles had been 

completed. 

 

3.5.4. Rust staining observation 

A common problem with steel fibres is the spotted rust staining that appears on 

the surface of the concrete after time. To evaluate if this problem could be 

avoided by using stainless steel fibr es, a qualitative test was developed. Two 

standard D100 x 200 mm cylinders were cast, one containing the deformed 

carbon steel fibres the other containing the deformed stainless steel fibre with 

the same dimensional properties. Each cylinder was cut in half to expose an 

internal surface as well as the cast outer surface. The half cylinders were placed 

together in a bath of calcium chloride (CaCl2) anti-icing road salt solution as 
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shown in Figure 3.22. Analysis of calcium chloride solution is shown in 

Appendix B. The cylinders were then observed and photographed over time to 

observe differences in the rust staining of the surfaces. 

 
Figure 3.22 ɀ Half cylinders in salt solution 
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4. Results 

4.1. Mixture design 

4.1.1. Mixture optimization  

The mix design optimization was carried out based on a standard mix for 

non-FRC concrete that is currently used in the province of Ontario for bridge 

construction. The two proportions  that were varied in the optimization 

process were the sand to gravel (S/G) mass ratio and the volume paste 

percentage. These were found to be 0.7 and 26.75% respectively for the 

standard mixture. The selected testing values for the S/G ratio were the 

initial 0.7 increasing to 1, 1.5 and 2. The values of paste content were chosen 

as 26.75%, 30%, 32.5% and 35% paste.  

4.1.1.1. Slump testing 

Using the results of the slump test, the optimal sand to gravel (S/G) 

ratio was selected for each fibre type. The results of the slump tests on 

the optimization mixes are shown in Table 4.1 for the no fibre mixture, 

polypropylene polyethylene (PP) FRC and the crimped steel (St) FRC. 

Table 4.1  ɀ Slump values for S/G ratio optimization (mm)  

S/G No Fibre 1% PP FRC 2% PP FRC 1% St FRC 2% St FRC 

0.7 30 0 0 0 NA 

1 45 3 NA 35 90 

1.5 0 5 0 0 70 

2 0 0 NA 0 60 

 

After each sand gravel optimization set was conducted, an optimal ratio 

was selected from the mix with the peak slump. Peak slump was 

observed for most mixes to be in the range of 1 to 1.5 sand gravel ratio 
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as seen in Table 4.1. Once an appropriate S/G ratio was selected, shown 

for each mixture in Table 4.2, it was used in the next test where the 

percentage of paste in the mixture was varied and the increase in slump 

was recorded for each mix as shown in Table 4.2. 

Table 4.2 ɀ Slump values for paste percentage optimization (mm) 

Paste No Fibre 1% PP FRC 2% PP FRC 1% St FRC 2% St FRC 

S/G 1.0 1.5 1.5 1.0 0.7 

26.75% 0 0 0 30 5 

30.0% 70 40 20 150 120 

32.5% 175 90 NA 230 170 

35.0% NA 180 140 NA 185 
 

As can be seen in Table 4.2, as the paste content increased, the slump 

and workability of the mix also increased. Some mixes in the paste 

percentage sets were not done to save time if a reasonable trend was 

established. 4ÈÅÓÅ ÁÒÅ ÄÅÓÉÇÎÁÔÅÄ ÉÎ ÔÈÅ ÔÁÂÌÅ ÂÙ Ȱ.!ȱȢ 

 

4.1.1.2. Air content testing 

Air content tests were conducted on each batch made in the 

optimization phase to establish how changing the variables would affect 

the air content of the FRC mixes. The air contents for each FRC mix are 

show in Table 4.3. 
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Table 4.3 ɀ Air content for FRC optimization 

S/G No Fibre 1% PP FRC 2% PP FRC 1% St FRC 2% St FRC 

0.7 2.5% 3.5% 5.0% 5.0% 4.5% 

1 4.0% 5.0% NA 3.5% 7.0% 

1.5 7.0% 6.5% 8.0% 9.0% 8.0% 

2 7.0% 11.0% NA 6.0% 7.0% 

Paste No Fibre 1% PP FRC 2% PP FRC 1% St FRC 2% St FRC 

26.75% 6.0% 9.0% 8.0% 3.5% 4.0% 

30.0% 4.5% 5.5% 5.0% 6.0% 5.0% 

32.5% 4.5% 7.0% NA 6.5% 5.5% 

35.0% NA 7.0% 9.0% 4.0% 6.0% 
 

4.1.1.3. Compressive strength testing 

Compressive cylinder tests were conducted 28 days after casting of 

each batch in the optimization phase. Cylinders were wet cured for two 

weeks and cured in ambient conditions for the remaining two weeks to 

simulate real world casting conditions. The average compressive 

strength of three specimens for each concrete mixture is shown in Table 

4.4 with full results shown in Appendix C. 

Table 4.4 ɀ Average 28 day compressive strength for FRC optimization mixes (MPa) 

S/G No Fibre 1% PP FRC 2% PP FRC 1% St FRC 2% St FRC 

0.7 53.08 58.46 37.59 64.09 45.98 

1 49.57 52.42 NA 54.66 42.61 

1.5 56.21 52.64 48.69 59.65 42.46 

2 51.34 50.89 NA 58.27 40.90 

Paste No Fibre 1% PP FRC 2% PP FRC 1% St FRC 2% St FRC 

26.75% 57.92 50.70 48.69 55.11 45.13 

30.0% 53.82 50.52 49.57 50.30 41.27 

32.5% 51.01 48.06 NA 50.93 38.87 

35.0% NA 47.48 40.57 53.39 41.02 
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4.1.1.4. Splitting tensile testing 

Splitting tension cylinders were tested at 28 days alongside the 

compressive cylinders from their respective mixes. Cylinders were cast 

and stored in the same manner as the compressive cylinders. The 

average splitting tensile strength was calculated with the equation 

given in ASTM C496 as: 

Ὕ
ςὖ

“ὰὨ
 

Where: 

T is the splitting tensile strength in MPa 

P is the maximum load at failure in N 

l is the length of the cylinder in mm 

d is the diameter of the cylinder in mm 

Three cylinders from each mixture were tested in the splitting tensile 

testing apparatus and the average splitting tensile strength of each 

mixture is presented in Table 4.5 with full results shown in Appendix D. 
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Table 4.5 ɀ Average 28 day splitting tensile strength for FRC optimization mixes (MPa) 

S/G No Fibre 1% PP FRC 2% PP FRC 1% St FRC 2% St FRC 

0.7 4.32 4.98 4.53 7.15 5.49 

1 4.18 4.82 NA 5.72 5.15 

1.5 4.16 5.43 5.26 6.93 5.52 

2 3.83 4.96 NA 5.84 4.68 

Paste No Fibre 1% PP FRC 2% PP FRC 1% St FRC 2% St FRC 

26.75% 3.90 5.08 5.26 5.87 5.93 

30.0% 3.88 4.63 5.06 4.98 5.42 

32.5% 4.24 4.60 NA 5.68 5.44 

35.0% NA 4.58 4.28 5.34 5.29 
 

4.2. Structural properties of FRC with selected fibre types 

After optimization , a fibre dosage of 1.5% by volume was selected with a sand 

gravel ratio of 1:1 and a high 35% paste percentage to achieve optimal workability 

and strength for all fibre type. The selected mixes are shown in Table 3.5. Samples 

were cast to evaluate further the structural properties of the FRC mixes. The fibre 

types tested were polypropylene polyethylene, crimped steel, hooked-end steel, 

PVA, deformed stainless steel and deformed carbon steel to evaluate as many of the 

commercially available fibre products as possible for potential benefits. 

4.2.1. Flexural testing of FRC 

ASTM C1609 flexural testing was conducted on six FRC mixtures and a 

control mixture of no fibre concrete. The ASTM C1609 test is specifically 

designed to test the post-cracking behaviour of the FRC. Because the control 

mixture did not have fibres, it did not exhibit any post-cracking behaviour. 

The full load deflection curve for the no fibre control concrete is shown in 
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Figure 4.1 while Figure 4.2 shows the data on the same abscissa scale as for 

the other fibre types to allow comparison. 

 
Figure 4.1 ɀ Flexural load deflection curves for no fibre control 

 

 
Figure 4.2 ɀ Flexural load deflection curves for no fibre control (common scale) 
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The first set of flexural testing was conducted on the no fibre control 

concrete, the polypropylene polyethylene and crimped steel FRCs. The load 

deflection curves for these FRCs are shown in Figure 4.3 and Figure 4.4 

respectively. The polypropylene polyethylene FRC displays a larger initial 

load drop after cracking but with a flat post-cracking response, whereas, the 

crimped steel fibre shows a more gradual and consistent decline in strength 

over the post-cracking region. The polypropylene polyethylene FRC shows a 

large drop off immediately after cracking in all three samples which were 

believed to be a result of a slow reaction of the frame to respond when the 

beams crack because, when the tuning of the frame was adjusted to a faster 

response rate, this drop was not seen in other samples. The actual response 

is believed to follow a more direct transition from the peak load to the 

sustained load region. 

 
Figure 4.3 ɀ Flexural load deflection curves for polypropylene polyethylene FRC 
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Figure 4.4 ɀ Flexural load deflection curves for crimped steel FRC 

 

Figure 4.5 through Figure 4.8 show the load deflection curves for the hooked-

end steel, PVA, deformed stainless steel and deformed carbon steel FRC 

samples. 
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Figure 4.5 ɀ Flexural load deflection curves for hooked-end steel FRC 

 

When testing the flexural beams for the PVA FRC, problems with the 

constancy of the power supply to the lab because of a local storm caused one 

of the samples and the backup samples to fail without complete data 

collection. As a result there are only two load deflection data sets shown for 

the PVA FRC in Figure 4.6. 
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Figure 4.6 ɀ Flexural load deflection curves for PVA FRC 

 

 
Figure 4.7 ɀ Flexural load deflection curves for deformed stainless steel FRC 

 



 

50 
 

 
Figure 4.8 ɀ Flexural load deflection curves for deformed carbon steel FRC 

 

Figure 4.9 show representative samples load deflection curve from each 

mixture together for comparison. 

 
Figure 4.9 ɀ Flexural load deflection curves of representative samples 
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Figure 4.9 indicates that the hooked-end steel FRC has the highest post-

cracking response over the testing period and that the deformed stainless 

steel FRC and the deformed carbon steel FRC with  the same nominal 

dimensions, show similar flexural responses. Both of these are again evident 

in Table 4.6, which shows the average numerical results specified by ASTM 

C1609 with full results shown in Appendix E: 

P1, P600 and P150 are the first cracking load, the load at L/600 (0.75mm) and 

L/150 (3mm)  

f1, f600 and f150 are the flexural strengths corresponding to P1, P600 and P150 

calculated with equation: 

Ὢ
ὖὒ

ὦὨ
 

Where: 

Ὢ is the flexural strength at x (MPa) 

ὖ is the load at x (N) 

ὒ is the span length (mm), 450mm 

ὦ is the width of the sample (mm), 150mm 

Ὠ is the depth of the sample (mm), 150mm 

Two other numbers that are reported in Table 4.6 are T150 and RT, 150. T150 is 

the toughness and is the tabulated area under the load deflection curve up to 

L/150 in joules. A graphical representation of P1, P600, P150 and T150 is shown 

in Figure 4.10 on a schematic data set. 
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Figure 4.10 ɀ Graphical representation of P1, P600, P150 and T150 
 

RT, 150 is the equivalent flexural strength ratio and allows samples of different 

size to be easily compared to each other. This is calculated from the following 

equation: 

Ὑȟ
ρυπὝ

ὪὦὨ
ρππϷ 

Where: 

Ὑȟ  is the equivalent flexural strength ratio (%) 

Ὕ  is the toughness up to L/150 (j)  

Ὢ is the flexural strength at cracking (MPa) 

ὦ is the width of the sample (mm), 150mm 

Ὠ is the depth of the sample (mm), 150mm 
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Table 4.6 ɀ Average ASTM C1609 numerical results 

 
Units NF PP St HS PVA SS BS 

P1 kN 42.30 51.19 49.38 55.50 54.17 52.94 56.31 

P600 kN NA 17.70 23.73 44.80 30.30 28.56 30.00 

P150 kN NA 16.34 12.90 24.84 7.75 5.84 5.25 

f1 MPa 5.73 6.93 6.69 7.52 7.34 7.17 7.63 

f600 MPa NA 2.40 3.21 6.07 4.10 3.87 4.06 

f150 MPa NA 2.21 1.75 3.37 1.05 0.79 0.71 

T150 Joules NA 55.71 64.44 113.00 68.88 56.23 59.95 

RT,150 - NA 35.9% 42.8% 66.9% 41.7% 34.8% 35.1% 
 

4.2.1.1. Compression and splitting tensile strength testing 

Cylinders were cast to test both the compressive and splitting tensile 

strength of the concrete mixes tested in the C1609 flexural test. The 

average compressive and splitting tensile strength results are shown in 

Table 4.7, with full results in Appendix F, as well as in Figure 4.11 on a 

plot of compressive versus splitting tensile strength. 

Table 4.7 ɀ Average 28 day compressive and splitting tensile strengths for flexural testing 
FRC mixtures 

FRC type 
Compressive 

strength (MPa) 
Splitting tensile 
strength (MPa) 

No fibre 42.76 3.81 

Crimped steel 43.89 5.21 

Polypropylene polyethylene 41.31 4.50 

Hooked-end steel 48.90 6.34 

PVA 41.02 4.59 

Deformed stainless steel 45.70 5.55 

Deformed carbon steel 48.32 5.54 
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Figure 4.11 ɀ Compressive vs. splitting tensile strength 

 

As is shown in Figure 4.11 the addition of the fibres has an effect on the 

compressive strength of the concrete mixture but has a greater effect on 

the splitting tensile strength. The four steel (crimped steel, hooked-end 

steel, deformed stainless steel, deformed carbon steel) fibres have the 

greatest effect on both strength properties while the synthetic fibres 

(polypropylene polyethylene, PVA) have a lesser effect on the concrete 

mixture. These data also apply to the concrete used for shrinkage and 

freezing and thawing testing. 

 

4.2.2. Flexural testing of FRC beams with steel reinforcement 

Beams were cast with embedded steel bars to assess how FRC would perform 

in a structural application. Figure 4.12 shows load deflection curves for each 
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of the three concrete mixtures used for the test. Full details of these mixtures 

can be seen in Table 3.5. As can be seen, the post yielding response of each 

beam was increased with the addition of fibres as well as an initial stiffening 

of the elastic phase. 

 
Figure 4.12 ɀ Reinforced FRC beams load vs. deflection curves 

 

As the beams were tested, the crack patterns on the surface were marked at 

standard intervals. Figure 4.13 through Figure 4.18 show the progression of 

the crack patterns at selected load levels. 
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Start 

 

10 kN 
2.5 kNm 

 

15 kN 
3.75 kNm 

 

25 kN 
6.25 kNm 

 

Failure 

Figure 4.13 ɀ No fibre reinforced flexural beam 1 
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25 kN 
6.25 kNm 

 

Failure 

Figure 4.14 ɀ No fibre reinforced flexural beam 2 
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Figure 4.15 ɀ Polypropylene polyethylene FRC reinforced flexural beam 1 
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Failure 

Figure 4.16 ɀ Polypropylene polyethylene FRC reinforced flexural beam 2 
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Figure 4.17 ɀ Hooked-end steel FRC reinforced flexural beam 1 
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Failure 

Figure 4.18 ɀ Hooked-end steel FRC reinforced flexural beam 2 

 

Along with the above photographs, crack width measurements were taken at 

each load interval shown. These are displayed in Table 4.8 and Figure 4.19 

with all crack measurement data shown in Appendix G. 
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Table 4.8 ɀ Average crack widths (mm) at selected bending moments for reinforced FRC 
beams 

Applied Load (kN) 10 15 25 35 

Bending Moment (kNm) 2.5 3.75 6.25 8.75 

No fibre control 0.09 0.16 0.24 0.40 

Polypropylene 
polyethylene FRC 

0.09 0.11 0.14 0.19 

Hooked-end steel FRC 0.05 0.06 0.11 0.15 

 

 
Figure 4.19 ɀ Average crack width versus bending moment for reinforced FRC beams 

 

As well as crack width measurements, the average crack spacing was 

obtained from measurements of the photographs, after testing. A load level of 

15 kN or 3.75 kNm was selected because it most closely represented what a 

maximum service load would be in relation to the ultimate load capacity of 

the beams. This data is shown in Table 4.9. 
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Table 4.9 ɀ Average crack spacing (mm) on reinforced FRC beams (@ M = 3.75 kNm) 

No Fibre 101.1 

Hooked-end steel FRC 72.5 

Polypropylene polyethylene FRC 75.4 

 
4.2.2.1. Compressive and splitting tensile strength testing 

Each mixture for the reinforced FRC beam flexural testing was tested 

for compressive and splitting tensile strength. These data are shown in 

Table 4.10 and are comparable to the results of the same mixtures 

when they was cast to be tested in the flexural strength, shrinkage and 

freezing and thawing testing shown in Table 4.7. 

Table 4.10 ɀ Average 28 day compressive and splitting tensile strength for reinforced FRC 
mixtures 

FRC type 
Compressive 

strength (MPa) 
Splitting tensile 
strength (MPa) 

No fibre 38.83 3.70 

Polypropylene polyethylene 37.79 3.99 

Hooked-end steel 41.13 5.00 

 

4.3. Material durability  properties 

4.3.1. Outdoor exposure strain samples 

Three concrete mixtures were used to cast two blocks each to test the 

outdoor exposure effects on the internal strain of the FRC mixtures. The 

mixtures used were pre-optimization with a fibre dosage of approximately 

0.5% by volume. The proportions of the mixtures used are shown in Table 

3.5. One sample of each was to be exposed to road salt brine, while the other 

was not. Strain data were collected via internal strain gauges cast inside the 

blocks. Strain and temperature data were collected on the blocks starting 

within  hours after casting of the blocks and was continued up to the point 
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where the samples were de-moulded and moved outside. The temperature 

and strain readings for the curing week are shown in Appendix H. After the 

samples were de-moulded they were moved outside and reconnected 3 days 

later. One sample of each were then filled with salt solution and the second 

sample with water.  Figure 4.20 shows the average strains for the water 

exposed samples along with the average temperature measured in the 

samples over 96 weeks of outdoor exposure. As can be seen in Figure 4.20, 

the strain profile follows the temperature profile with higher strains 

generated in higher temperatures. 

 
Figure 4.20 ɀ Average strains and average temperature of outdoor exposure samples 

 

Figure 4.21 again shows the average strain data of the water filled samples 

over the same 96 weeks but with the addition of the average strains of the 

salt filled samples. As can be seen in Figure 4.21, the salt has the effect of 
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increasing the strain in the sample, with the greatest effect occurring when 

temperatures are high. 

 
Figure 4.21 ɀ Average strains of outdoor exposure samples with and without salt exposure 
 

4.3.2. Linear shrinkage testing 

Samples were divided into two sets as with the FRC flexural testing. The first 

set included the no fibre control concrete, polypropylene polyethylene FRC 

and the crimped steel FRC. These samples were measured up to 224 days. 

The second set was comprised of the hooked steel FRC, PVA FRC, deformed 

carbon steel FRC and the deformed stainless steel FRC. This set was cast at a 

later date, and because of time limitations  the samples were only measured 

for 112 days. Shrinkage of the samples is measured verses a 400 mm (10 

inch) invar steel bar and is calculated as follows: 

Ўὒ
ὅὙὈ ὅὙὈ

Ὃ
ρππϷ 



 

66 
 

Where: 

Ўὒ is the length change at time x (%) 

ὅὙὈ is the measured difference in length comparator reading of the 

sample and the gauge bar at time x (in.) 

ὅὙὈ  is the initial measured difference in length comparator reading 

of the sample and the gauge bar (in.) 

Ὃ is the length of the gauge bar (10 in.) 

The average values for 3 samples of each concrete mixture are shown in 

Table 4.11. 

Table 4.11 ɀ Average linear shrinkage of FRC samples (%) 

FRC 
type 0 Days 1 Day 7 Days 

14 
Days 

28 
Days 

56 
Days 

112 
Day 

224 
Day 

NF 0.00 0.00 0.00 0.00 -0.01 -0.02 -0.04 -0.05 

PP 0.00 0.00 0.00 -0.01 -0.02 -0.03 -0.04 -0.05 

St 0.00 0.00 0.00 0.00 -0.02 -0.03 -0.04 -0.05 

HS 0.00 0.00 -0.01 -0.02 -0.03 -0.04 -0.05 
 PVA 0.00 0.00 -0.02 -0.03 -0.04 -0.05 -0.05 
 BS 0.00 0.00 -0.02 -0.03 -0.04 -0.04 -0.06 
 SS 0.00 

 
-0.02 -0.03 -0.04 -0.04 -0.05 

  

The data from Table 4.11 are displayed graphically in Figure 4.22. The two 

sets of cast samples show a different trend but end up at a similar result at 

112 days. Set one (NF, St, PP) shows a small initial increase then a downward 

trend where set two (HS, PVA, SS, BS) starts immediately into the downward 

trend. This difference may be due to a slight difference in ambient conditions 

at the different times of the year that the testing was done.  
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Figure 4.22 ɀ Linear shrinkage of FRC mixtures 

 

4.3.3. Freezing and thawing cycle testing 

When casting was done for the flexural testing and shrinkage testing, samples 

were also cast for the freezing and thawing cycle testing. These samples were 

also cast and tested in two sets, with set one consisting of the no fibre control, 

the polypropylene polyethylene FRC and the crimped steel FRC. The second 

set consisted of the hooked-end steel FRC, PVA FRC, deformed stainless steel 

FRC and the deformed steel FRC. The first test was cast on November 13th, 

14th and 15th of 2012 and cyclic testing did not begin until 6 months later on 

April 30th, 2013. The second set of samples was cast March 12th, 14th, 19th and 

20th of 2013 and testing commenced 3 months later on June 12th, 2013. Over 

the period from casting to testing both sets of samples were stored in a moist 

curing location. Once cyclic freezing and thawing cycles began they were 
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continued until 300 cycles were reached. Set one reached 300 cycles in 43 

days, but because of the larger number of samples in set two the cycles ran 

more slowly and 56 days were required to reach 300 cycles. Temperature 

throughout the 300 cycles for both sets is shown Appendix I. Samples were 

removed from the freeze-thaw chamber once a week and measurements for 

weight and fundamental frequency for each sample were recorded. The 

average mass change for each mixture in both sets is shown in Figure 4.23 

with  full results shown in Appendix J. It is noted that there is less variation in 

the mass for set two (hooked-end steel, PVA, deformed stainless steel, 

deformed carbon steel) because greater effort was taken to minimize 

evaporation between removal of the samples from the chamber to the time 

they were weighed. 

 
Figure 4.23 ɀ Mass change of FRC samples in freezing and thawing tests 
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The second test that was conducted weekly was the measurement of 

fundamental frequency of the samples. From this, the relative dynamic 

modulus of elasticity was calculated with the formula: 

ὖ
ὲ

ὲ
ρππϷ 

Where: 

ὖ is the relative dynamic modulus of elasticity after c cycles of freezing 

and thawing (%) 

ὲ is the fundamental frequency after c cycles of freezing and thawing 

ὲ is the fundamental frequency after 0 cycles of freezing and thawing 

Figure 4.24 shows the relative dynamic modulus of elasticity over the 300 

cycles of testing with full results shown in Appendix K. 

 
Figure 4.24 ɀ Relative dynamic modulus of elasticity for FRC samples in freezing and 

thawing tests 
 



 

70 
 

4.3.4. Rust staining observation 

It was observed that when the crimped steel FRC outdoor exposure samples 

were exposed to the road salt solution, they quickly developed a spotted rust 

stained appearance, as shown in Figure 4.25. Because of this, a test was 

developed to determine if the problem could be avoided with the use of 

stainless steel fibres. 

 
Figure 4.25 ɀ Rust staining on crimped steel FRC outdoor exposure sample 

 

To test the rust staining properties of stainless verse black steel, half 

cylinders of FRC with the deformed stainless steel fibre and the deformed 

steel fibre were soaked in salt brine for 3 months and then allowed to dry. 

The cylinders before salt exposure are shown in Figure 4.26 with Figure 4.27 

showing the cylinders after exposure.  
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Figure 4.26 ɀ Rust staining samples before salt exposure (stainless steel left, carbon steel 

right)  
 

 
Figure 4.27 ɀ Rust staining of samples after salt exposure (stainless steel left, carbon steel 

right)  
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5. Discussion  

5.1. Mix design 

5.1.1. Mix optimization 

The mix design optimization was carried out to achieve two goals within the 

project. The first was to develop the optimized mixture that was used 

throughout the remaining experiments and the second was to familiarize the 

researcher with the process and problems associated with mixing FRC. An 

optimi zed mixture was developed with a sand to gravel ratio of 1:1 and a 

paste percentage of 35% for all fibre types. This allowed for ease of mixing 

with the available equipment and good consolidation. The high paste 

percentage that was selected allowed for a mixture to be used that did not 

require any superplasticizer (high-range water-reducing agent), while still 

achieving a high slump value for adequate workability. Similar workability 

could likely be achieved by using a lower paste percentage and a dosage of 

superplasticizer.  

5.1.1.1. Slump testing 

The slump testing conducted on the fresh mixtures showed that a 

highly workable mixture could be achieved through the optimization 

method explained in Section 3.1.2. As the ratio of sand to gravel was 

increased, the mixture became more fluid up to a point where there was 

no longer sufficient paste to fully coat the increased surface area of the 

ÁÇÇÒÅÇÁÔÅÓ ÁÎÄ ÔÈÅ ×ÏÒËÁÂÉÌÉÔÙ ÂÅÇÁÎ ÔÏ ÄÅÃÒÅÁÓÅȢ 7ÈÅÎ 3Ⱦ' ÒÁÔÉÏÓ І 

2:1 were used, the concrete mixtures took on the consistency of wet 
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beach sand that could be used to build a sand castle. This type of stiff 

dense concrete mixture could be ideal for extruded slabs but would be 

impossible to pour in a form containing a reinforcement cage and 

obtain proper consolidation without excessive vibration.  

After the optimum ratio was found for each type and volume of fibre 

used, the paste percentage was increased until the workability of the 

mixture was found to be suitable. As the paste percentage increased, the 

workability increased greatly with little effect on the tested mechanical 

properties of the concrete. 

Once all optimization mixtures were completed it was found that the 

optimal mixtures for all fibre types and dosages were in a similar range. 

Because of this it was decided that one set of mixture proportions could 

be used for all further FRC testing with similar fibres and a dosage 

within the 1-2% by volume range. The optimal S/G ratio was observed 

to be in the 1-1.5 range for most mixtures. An S/G ratio of 1 was 

selected for the optimized mixture because it more closely resembled 

the original mixture while still being within the observed optimal range. 

35% paste was selected as the paste percentage for the FRC mixtures 

while 32.5% was used for the no fibre control mixture. This was 

because a high slump could be achieved without the use of any 

superplasticizer. This allowed the mixture to be simplified without need 

for additional artificial slump from a superplasticizer.  
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5.1.1.2. Air content testing 

With the tests conducted on the fresh concrete to measure the 

entrained air in the FRC mixtures it was observed that the addition of 

fibres did increase the air content in the mixtures. It is unknown if this 

additional air content is true entrained air or is more likely extra 

entrapped air due to voids created by clumping of the fibres. Larger 

entrapped air voids that are often created when small clumps of fibres 

form in the concrete mixture are very difficult to remove even with 

external vibration. Because the larger entrapped air voids do not 

contribute to the freezing and thawing resistance of the concrete, as do 

the much smaller entrained air voids, this additional air content is not 

considered useful in the concrete. In addition very large air voids can 

have a negative impact on the concrete by creating weak areas in the 

material reducing the overall strength. Since the ASTM C231 fresh 

concrete pressure test [40]  is not able to distinguish between the air 

content which is entrained air and that which is entrapped air it is 

unknown, from this test, how much of the air content is suitable for 

freezing and thawing resistance. To determine the volume of entrapped 

versus entrained air the ASTM C457 test for microscopic analysis of air -

void systems [50]  could be conducted to establish how much of this air 

content is considered to be useful. The mixture optimization procedure 

did have a noticeable effect on the air content of the concrete across all 

the FRCs and the control mixture. The increase in air content, when 
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working with the increased sand to gravel ratios, can be seen in Table 

4.3. This is a known result of increasing the amount of sand [51]  in any 

concrete mixture and could be compensated for by reducing the air 

entraining agent if needed. In the second half of the optimization there 

was no observable trend in the change in air content as the paste 

percentage was changed with each mixture. Although the air content 

would be expected to increase along with the increase in paste 

percentage, because the volume of air entrainer was not adjusted as the 

paste percentage increase the air content remained relatively 

unchanged. 

5.1.1.3. Compressive strength testing 

Although the optimization phase of the research was focused on the 

workability and ease of placement for the FRC mixtures, compressive 

strength testing was conducted on each batch of concrete made. Over 

the optimization process, a lower strength was observed with increased 

S/G ratio and paste percentage. The average compressive strength 

decrease was 12% at the end of the optimization for the 32.5% and 

35% paste mixtures. Since the focus was on increasing the workability 

of the mixtures, a strength loss of this magnitude in the concrete was 

considered acceptable. Compressive strength can also be used as an 

indicator of proper consolidation in a concrete mixture. If a concrete 

cylinder shows significantly less strength than expected, it could be due 

to poor consolidation inside the cylinder even if all surfaces appear 
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normal. Incrementally, the strength was never significantly lower than 

that of the previous batch in the optimization so there is little indication 

of improper consolidation in the mixtures. Along with the quantitative 

results of the compressive tests, there was an important qualitative 

observation that the FRC cylinders remained fully intact once failure 

occurred, with only small surface cracks visible. In contrast, the control 

samples separated into pieces in a dual cone failure. Even after a sample 

of polypropylene polyethylene FRC was tested to an extreme 

displacement level, the parts of the cylinder remained attached and 

some load was still being carried when the machine reached its 

maximum displacement. This cylinder is shown in Figure 5.1 and, 

although the cylinder has clearly splintered into many pieces, it retains 

its general cylindrical shape whereas a standard concrete cylinder 

would have already been reduced to a pile of rubble at this 

displacement. 
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Figure 5.1 ɀ Compressive cylinder tested to extreme displacement 
 

This type of behaviour would be useful in a structural situation where 

the damage to the concrete would be visible, but would prevent large 

pieces of concrete from dislodging from the structure and falling on 

vehicles or people under the structure when it failed. 

 

5.1.1.4. Splitting tensile strength testing 

Similar to the compressive strength testing, the tensile strength of each 

mixture in the optimization was measured but, since the focus was not 

on optimizing for tensile strength, significant gains were not expected. 

As was seen with the compressive strength tests, the majority of the 

mixtures showed a lower tensile strength with the increased S/G ratio 

and paste percentages. On average the strength was only 9.2% lower 

than the original mixture for the 32.5% and 35% paste mixtures. This 

lower tensile strength was again considered acceptable because of the 

increased workability that was achieved in the mixtures. It is also 

beneficial that the optimization procedure did not have as great a 

negative impact on the tensile strength of the mixtures as it did on the 

compressive strength, as the added tensile strength of the concrete is 

important to the benefits of using FRC in a link slab. As with the 

compressive tests, the cylinders made from mixtures that included 

fibres remained intact after failure where the standard concrete 

mixtures all split in half at failure. This is shown clearly in Figure 5.2 
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showing a failed no fibre concrete splitting tensile cylinder and a failed 

polypropylene polyethylene FRC splitting tensile cylinder. 

 
Figure 5.2 ɀ Failed splitting tensile cylinders (left: no fibre cylinder, right: polypropylene 

polyethylene FRC cylinder) 
 

This is a result of the post peak tensile strength that was further 

investigated with the ASTM C1609 flexural testing later in the research. 

Although the cylinder has reached its maximum load, it still retains 

enough load capacity to hold the cylinder in one piece. Because only a 

small range of displacement was available with the splitting tensile test 

apparatus it was not possible to test the FRC cylinders to a point where 

they would separate in two, the failure mode was considered to be 

similar to the control with a crack pattern that fractures both the 

aggregates and cement paste matrix as expected in splitting tensile 

testing. 

 

5.2. Structural properties of FRC with selected fibre types 

The results of the structural testing of the optimized FRC mixtures were used to 

evaluate the potential of the mixtures have for use in a link slab application. Tests 
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were selected to best determine, in the allotted time, the structural limits of the 

FRCs in compression, tension and flexure with and without reinforcing steel. The 

results of these tests not only showed which fibres gave the greatest increases in 

performance, but the data were also used in computer modelling done by Yu Hong 

[52]  on how the addition of an FRC link slab would affect an overall bridge 

structure. 

 

5.2.1. Flexural testing of FRC 

The ASTM C1609 flexural testing was conducted on the control mixture and 

each of the optimized FRC mixtures with the six fibre types selected. As was 

expected, all FRC mixtures showed significant improvement in the sustained 

post-cracking flexural strength over the no fibre control mixture. Since the 

control mixture did not contain any additional material other than the 

standard concrete ingredients, once a crack formed in the matrix, the beams 

failed catastrophically. Although the control mixtures did fail suddenly after 

cracking, the peak load, or moment of rupture (MOR), was similar for the 

control mixture and all the FRC mixtures, as can be seen in Table 4.6, of the 

values of P1 (peak load) and f1 (MOR). This shows that although the fibres are 

capable of withstanding high loads, they do not strongly contribute to the 

flexural strength of the beam until failure of the matrix has occurred and load 

can be transferred to them. 

Of the six fibres tested in the flexural testing, the hooked-end steel fibre 

created the most superior FRC mixture. As can be seen in Figure 4.9 the 
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hooked-end steel fibre has one of the highest peak strengths but, more 

importantly, maintains the highest post peak strength over the full duration 

of the test. This is again shown in Table 4.6 with the hooked-end steel having 

the highest toughness value (T150) of any of the mixtures; this combined with 

the high peak strength results in the highest equivalent flexural strength ratio 

(RT,150) as well. The hooked-end steel fibre is believed to perform so well 

because of its high strength and stiffness but most importantly the added 

anchorage that is provided by the hooked-ends keeping the fibres from 

slipping or pulling out when load is transferred to them. 

Another important observation made from the flexural testing is the 

similarity between the results of the deformed stainless steel and deformed 

carbon steel fibre. These two fibres have identical geometric properties but 

have different material properties, because of the different types of steel used 

to make them. The resulting FRCs that were made with the two fibres showed 

nearly identical load deflection curves in the flexural testing while differing 

greatly from the two other fibres made from similar carbon steel. This 

suggests that the geometry of the steel fibre and how the fibres anchor in the 

concrete are more significant than the exact material properties of fibres. 

Although the two synthetic fibres tested had a similar shape and length and 

were both made from a polymer material, they did not show many 

similarities in results of the FRC flexural testing. Both the polypropylene 

polyethylene FRC and the PVA FRC had peak loads in the 50-55 kN range. 

Both FRCs also have a steep drop off after peak load compared to the other 
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steel fibres, but the polypropylene polyethylene FRC seems to take-up the 

load at a point and holds the load constant over the remainder of the test. The 

PVA FRC only slows this loss of load capacity and is in the range of the lowest 

load capacities by L/150 of all the fibres tested. Overall the synthetic fibres 

required a large initial displacement and load drop before load is taken up by 

the fibres. This could be due to initial slipping of the fibre anchorage but is 

more likely due to the fibres stretching and deforming when load is first 

applied to them, due to their low stiffness. Unlike the steel fibres, the 

individual material properties of the polymeric fibres seem to have a 

significant impact on how the FRC will perform. 

From examination of the samples it was seen that the failure of all six fibre 

types was from pull out of the fibre, not from failure or breakage. This 

indicates that although the stiffness of the fibre may contribute to the pre-

failure response, the ultimate failure is governed by the bond that the fibres 

can generate with concrete. 

From the results of the ASTM C1609 flexural test, the best fibre for both high 

peak flexural strength and sustained post peak flexural strength is the 

hooked-end steel fibre. Although the FRC with these fibres did not show the 

highest average peak flexural strength, it was less than 1.5% below the 

highest peak value set by the shorter deformed black steel FRC and was 

shown to be one of the stiffest FRC samples before cracking. After the FRC 

samples have cracked, the hooked-end steel FRC can carry 50% more load 

than the polypropylene polyethylene FRC at a deflection of 150th of the span 
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length and nearly double the load of the next highest steel fibre at that 

deflection. The strong post-cracking response along with the high peak load 

resulted in the hooked-end steel FRC having, by a large margin, the highest 

toughness value of any of the FRCs tested. 

 

5.2.2. Compression and splitting tensile strength testing 

The accompanying compressive strength and splitting tensile strength 

cylinders cast from the same mixtures as the ASTM C1609 samples show a 

similar hierarchy of the FRC mixtures as in the flexural testing. The hooked-

end fibres give the FRC both the highest average compressive and tensile 

strengths followed by the other fibre types. The deformed stainless and 

carbon steel FRCs again show similar properties with nearly identical 

average tensile strengths and average compressive strengths differing by 

around 5%. The two synthetic fibres in the polypropylene polyethylene FRC 

and the PVA FRC give nearly identically performing FRCs in both 

compressive and tensile testing. Although both of these fibres performed 

relatively well in the flexural testing they show substantially lower 

compressive and tensile strengths than the steel FRCs. 

It is also important to note that a linear relationship between the 

compressive and splitting tensile strength results is observable in Figure 

4.11. Normally the relationship between compressive and tensile strength in 

normal concrete is often considered to vary with the square root of 

compressive strength. However, this shows that there is a linear correlation 
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between the compressive and tensile strength added by the fibres to the 

concrete. Fibres are not expected to directly add to the compressive strength 

but instead increase the restraint to hold the concrete together once cracks 

form, resulting in higher overall compressive strength. This is the same 

mechanism that provided the increase in tensile strength of the concrete. 

Therefore, it would be expected that similar increases in tensile and 

compressive strength would be observed from the same FRC mixture. It can 

also be seen in Figure 4.11 that the control (no fibre) concrete does not lie 

along the same linear trend as the FRC mixtures. This is most likely explained 

by the difference in optimized mixture that was created in phase one. Where 

all FRC mixtures share the same concrete matrix, the optimized mixture for 

the control concrete was of a different composition with a lower paste 

percentage. This could have given the control mixture a higher compressive 

strength than some FRC mixtures but as expected it still has a substantially 

lower tensile strength without the added benefit of fibres. 

 

5.2.3. Flexural testing of FRC beams with steel reinforcement 

The specimens created for the flexural testing with steel reinforcement were 

created to simulate how the FRC mixtures would perform in as reinforced 

concrete structural application such as a beam or a link slab. The beams were 

designed with reinforcement ratios similar to known link slabs constructed 

in Ontario as well as a similar thickness and cover depth on the tensile 

surface. These beams were cast with two FRC mixtures from the ASTM C1609 
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flexural test along with the control no fibre concrete mixture. The two FRC 

mixtures used were the hooked-end steel FRC and the polypropylene 

polyethylene FRC because they were the best overall performers of the steel 

and synthetic fibres, respectively, in the previous tests. The results of the test 

are shown in Figure 4.12. Although this graph might at first seem to show 

three distinct pairs of load displacement curves, they do not correspond to 

the three concrete mixtures, as would be expected. The two standard 

concrete beams show similar responses but the first tested samples of the 

hooked-end steel and polypropylene polyethylene FRCs have similar curves 

and their respective second samples also closely align. This was probably due 

to the failure shape of the beams. Where the first samples, (a) and (c) in 

Figure 5.3, both failed in the centre of the beam, the second samples, (b) and 

(d) in Figure 5.3, failed close to one of the loading points, thereby offsetting 

the failure to one side and skewing the measured load-deflection results. 
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 (a) 

 (b) 

 (c) 

 (d)  

Figure 5.3 ɀ Reinforced FRC beams at failure (top to bottom: polypropylene polyethylene 
FRC beams 1 (a) and 2 (b), hooked-end steel FRC beam 1 (c) and 2 (d)) 

 

Additionally the first hooked-end steel FRC beam shows significantly non-

uniform spacing of cracks during the flexural test, as can be seen in Figure 

5.3. Upon further investigation by sectioning the beam at the areas of low 

cracking and areas of high crack concentration, it was found that this beam 

had a highly inhomogeneous fibre distribution with some areas not 

containing any fibres. This can be seen in the two cross sections shown in 

Figure 5.4.  


































































































